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Description

BACKGROUND OF THE INVENTION

[0001] This invention relates to a counter disposed be-
tween a front leather and a back leather at a rear portion
of a leather shoe, and a manufacturing method of a shoe
by using this counter.
[0002] Recently, a workability of a manufacturing op-
eration of a shoe is improved by using a counter de-
scribed in a patent document 1 (Japanese Examined Pat-
ent Application Publication No. 06-77524).
[0003] That is, this counter is formed by applying an
adhesive of thermoplastic resin to a front surface and a
back surface of a member formed by affixing, by an ad-
hesion, an impregnated paper formed by impregnating,
with resin, a base paper made from a wood pulp, and a
tanned leather, and then by drying this member. This
counter is directly inserted between a front leather and
a back leather of an upper (shoe upper) in a shoe man-
ufacturing process. With this, the counter can be adhered
at the same time as a molding of a portion around a heel
by heating and pressurizing a portion of the upper around
the heel into which the counter was inserted. Accordingly,
it is possible to save troublesome work, and to improve
the productivity of the shoe.
[0004] JP 0 523 7006 discloses a counter as in the
preamble of claims 1 and/or 2 and serves as basis for
the method claim 4.

SUMMARY OF THE INVENTION

[0005] However, the conventional counter is identical
to a normal counter, except for the application of the ad-
hesive. Accordingly, it is necessary to hold the shoe dur-
ing half a day (10-15 hours) after the above-mentioned
molding of the portion around the heel for fixing the shape
of the shoe, in a state in which the shoe is mounted to a
last. Therefore, it is difficult to improve the productivity of
the shoe.
[0006] It is, therefore, an object of the present invention
to provide a counter devised to solve the above-men-
tioned problem, and to improve a productivity of a shoe,
and to provide a manufacturing method of a shoe by using
the counter.
[0007] According to one aspect of the present inven-
tion, counter comprises: a counter body including; a
tanned leather, and an impregnated paper formed by im-
pregnating a base paper made from a wood pulp with a
resin, and affixed to the tanned paper by an adhesion,
and a thermoplastic adhesive applied to a front surface
and a back surface of the counter body, the coating of
the thermoplastic adhesive including air holes exposing
the counter body to an outside so that water penetrates
the counter body through the air holes.
[0008] According to another aspect of the invention, a
counter comprises: a counter body including; a recycled
leather paper containing a tannin tanned leather shaving

fiber which is a dry-milled tannin tanned leather shaving,
and an impregnated paper formed by impregnating a
base paper made from a wood pulp with a resin, and
affixed to the recycled leather paper, and a thermoplastic
adhesive applied to a front surface and a back surface
of the counter body, the coating of the thermoplastic ad-
hesive including air holes exposing the counter body to
an outside so that water penetrates the counter body
through the air holes.
[0009] According to still another aspect of the inven-
tion, a manufacturing method of a shoe by using the coun-
ter claimed in one of claims 1-3, the manufacturing meth-
od comprises: a first step of immersing the counter in the
water to impregnate the counter body with the water; a
second step of inserting the counter immersed with the
water at the first step, between a front leather and a back
leather of an upper; and a third step of heating and pres-
surizing a portion of the shoe around a heel into which
the counter is inserted, to mold the portion of the shoe
around the heel, and to bond the counter on the front
leather and the back leather.

BRIEF DESCRIPTION OF THE DRAWINGS

[0010] FIG. 1 is a perspective view showing a state in
which a counter according to a first embodiment of the
present invention is mounted to a shoe.
[0011] FIG. 2 is a perspective view showing the counter
of FIG. 1.
[0012] FIG. 3 is a sectional view showing the counter
of FIG. 2.
[0013] FIG. 4 is an enlarged view showing a coating
film of the adhesive of FIG. 3.
[0014] FIG. 5 is a table of a composition and a combi-
nation of the adhesive of FIG. 4.
[0015] FIG. 6 is a table of an experimental result show-
ing a relationship between impregnation amount of the
counter, a moldability around a heel of the shoe, and an
adhesion properties of the counter.
[0016] FIG. 7 is a perspective view showing a state in
which a counter according to a second embodiment of
the present invention is mounted to a shoe.
[0017] FIG. 8 is a perspective view showing the counter
of FIG. 7.
[0018] FIG. 9 is a sectional view showing the counter
of FIG. 8.

DETAILED DESCRIPTION OF THE INVENTION

[0019] Hereinafter, counters according to embodi-
ments of the present invention, and a manufacturing
method of a shoe by using the counter are illustrated in
detail. In the embodiments, the present invention is ap-
plied to a leather shoe for men.
[0020] FIGS. 1-6 show a counter according to a first
embodiment of the present invention, and a manufactur-
ing method of a shoe by using this counter. First, the
counter according to the first embodiment of the present
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invention is illustrated below. As shown in FIG. 1, a coun-
ter (heel counter) 11 is disposed between a front leather
2 and a back leather 3 to surround side portions of a heel
1a of the shoe 1. The entire of the counter 11 is formed
into a curved shape extending along the side portions of
the heel 1a, as shown in FIG. 2. A counter body 12 is
formed by affixing, by adhesive, a leather 14 which is
formed from a tannin tanned leather (vegetable tanned
leather) and so on, and an impregnated paper 15 which
is formed by impregnating, with a resin, a base paper
made from a wood pulp. As shown in FIG. 3, the counter
11 is formed by applying thermoplastic adhesive 13 to
an entire front surface and an entire back surface of the
counter body 12, and then by drying this counter body
12. In this embodiment, as shown in FIG. 2, the impreg-
nated paper 15 is affixed to an inner side surface of the
leather 14. However, the present invention is not limited
to this embodiment (this affixing method), the impregnat-
ed paper 15 may be affixed to an outer side surface of
the leather 14.
[0021] This counter body 12 has a thickness of sub-
stantially 2.2 mm. The counter body 12 is formed by af-
fixing the leather 14 and the impregnated paper 15 each
of which has a thickness of 1.1mm. As shown in FIGS.
2 and 3, this counter body 12 includes a peripheral portion
12a which is thinned out to have a tapered section. As
shown in FIG. 3, the impregnated paper 15 has an area
smaller than an area of the leather 14. This counter body
12 has a shape substantially symmetrical with respect to
the curved portion. This counter body 12 includes a first
end portion 12b and a second end portion 12c which
extend in a longitudinal direction, and which have a sub-
stantially identical length.
[0022] The impregnated paper 15 is formed by immers-
ing (dipping), in a resin agent formed by mixing SBR syn-
thetic latex or acrylic resin, a base paper made from the
wood pulp, or a base paper formed by mixing the wood
pulp and the leather shaving, or a base paper formed by
mixing the wood pulp, the leather shaving, and a synthetic
fiber so as to impregnate the base paper with the resin,
and then by drying this. As a percentage of the compo-
nents of the impregnated paper 15, the wood pulp is 85%-
60%, and the resin is 15%-40%.
[0023] In this case, the leather shaving is a shaving
which is discarded as unnecessary material in field such
as a bag and shoes in which the leather material is used
as the material. This leather shaving is crushed by a
crusher to be disintegrated to fibrous form (that is, colla-
gen fiber). This mixing percentage of the leather shaving
to the wood pulp may be any percentage as long as the
percentage of the leather shaving to the wood pulp is
10%-90%. It is preferable that the percentage of the leath-
er shaving to the wood pulp is 50%.
[0024] Moreover, in the synthetic fiber, the material
which is discarded as unnecessary material is broken to
be disintegrated to the fibrous form is used. A mixing
percentage of the synthetic fiber to the wood pulp and
the leather shaving is equal to or smaller than the 15%.

It is preferable that the percentage of the synthetic fiber
to the wood pulp and the leather shaving is 5-8%.
[0025] As shown in the component table of FIG. 5, this
adhesive 13 is an ethylene vinyl acetate modified emul-
sion constituted mainly by an ethylene vinyl acetate and
the water. A percentage of the composition of the ethyl-
ene vinyl acetate is 43-48 wt% (weight percent). A per-
centage of the composition of the water is 52-57 wt%
(weight percent). This percentage of the composition of
the ethylene vinyl acetate is smaller than that of the con-
ventional composition by 5%. This percentage of the
composition of the water is greater than that of the con-
ventional composition by 5%. In this way, the water is
increased relative to the conventional composition, and
the concentration of the ethylene vinyl acetate is de-
creased relative to the conventional composition. With
this, in the adhesive state of the counter body 12, the
adhesive firm includes a plurality of minute air holes 13a.
Accordingly, the water (moisture) penetrates (impreg-
nates) the counter body 12 from the outside.
[0026] In addition to the main component, di-n-butyl
phthalate of a percentage of 1%-11% to the main com-
ponent is added, as a plasticizer, to the adhesive 13.
Moreover, according to circumstances, ethylene glycol
of a percentage below 10% to the main component is
added to the adhesive 13.
[0027] FIG. 6 is a table of a penetration rate of the water
through the air holes 13a of the adhesive 13, that is, the
immersion (dipping) time T and water content Wt. In this
experiment, the entire of the counter 11 was immersed
(dipped) in the water. Then, the counter 11 was pulled
out from the water after a predetermined time period T,
and a weight W2 (after containing the water) was meas-
ured. The water content Wt was determined by subtract-
ing, from the weight W2, a dry weight (a weight before
immersing in the water) W1 of the counter 11 which is
previously measured.
[0028] By this experiment, the water content Wt was
0.05g at 1-2 seconds of the immersion time T. That is,
the counter contains little the water. The water content
Wt was 0.10-0.20g at 3-20 seconds of the immersion
time T. That is, the water content Wt generally increased.
The water content Wt was 0.60-1.05g at 25-300 seconds
of the immersion time T. The water content Wt consid-
erably increased relative to the case in which the immer-
sion time T was equal to or smaller than 20 seconds.
Moreover, the water content Wt was 1.60-2.85g at
600-1800 seconds of the immersion time T. The water
content Wt further increased relative to the case in which
the immersion time T was 25-300 seconds.
[0029] Hereinafter, a manufacturing method of the
shoe by using the counter 11 according to the first em-
bodiment of the present invention is illustrated. Manufac-
turing processes from the manufacture of a last (shoe
last) to the manufacture of an upper 4, and manufacturing
process from the lasting (pulling-over) to the finishing are
identical to well-known processes. Therefore, the illus-
tration of these processes are omitted. Hereinafter, char-
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acteristic processes of the present invention, that is, proc-
esses relating to the counter 11 are illustrated.
[0030] At a process before the lasting process, the
counter 11 is inserted in a container storing the water
immediately before inserting the counter into the upper
4, and the entire of the container 11 is immersed (dipped)
in the water during 3-20 seconds (a first step). With this,
the water mainly penetrates the leather 14 of the counter
body 12, through the plurality of the air holes 13a formed
in the adhesive 13.
[0031] Next, the counter 11 immersed in the water is
inserted and disposed from the bottom side between the
front leather 2 and the back leather 3 of the heel portion
of the upper 4 (a second step). On the other hand, a box
toe (not shown) is inserted and disposed between the
front leather 2 and the back leather 3 at a toe portion of
the upper 4, before the mounting of the counter 11 or
after the insertion of the counter 11, like the counter 11.
[0032] Next, the upper 4 mounted with counter 11 and
the box toe is set on a hot press (hot pressing) (not shown)
serving as a heel molding (shaping) machine. The front
leather 2 and the back leather 3 of the upper 4 and the
counter 11 are adhered (bonded) to each other while the
portion around the heel 1a of the upper 4 is molded
(shaped) by the hot press (a third step). That is, the coun-
ter 11 is set to a die (upper and lower die) which is heated
to 110-120 °C by the hot press. This counter 11 is sand-
wiched by the die. The counter 11 is pressurized during
substantially 10 seconds by 6kPa of the lower die and
2-3 kPa of the upper die. With this, the counter 11 is
pressurized and tightened between the front leather 2
and the back leather 3, so that the portion around the
heel 1a is molded (shaped).
[0033] In this case, the water immersed in the counter
body 11 (mainly, leather 14) at the first step is evaporated
by the heat of the die. With this, the portion around the
heel 1a of the upper 4 is steamed. That is, by this steam
(water vapor) function, the counter 11, the front leather
2 and the back leather 3 of the portion around the heel
1a are softened. With this, the entire portion around the
heel 1a of the upper 4 including the front leather 2 and
the back leather 3 is fit in (attached firmly to) the die.
Consequently, the shape of the portion around the heel
1a is molded to a desired shape substantially identical
to the last.
[0034] Next, the upper 4 after finishing the molding op-
eration by the hot press is overlaid on a last (not shown)
which has a shape substantially identical to the die, and
to which an inner sole is temporarily mounted. After the
known lasting process and the bottom mounting process
(bottom making process), a shoe sole 5 is mounted to
the upper 4. Then, immediately before a finishing step
(described later), the shoe is put on a pounding appara-
tus. This pounding apparatus scratches (scrapes) or
pounds the portion of the shoe 1 (the portion correspond-
ing to the upper 4) around the heel 1a to perform the final
finishing for the shape of the portion of the heel 1a (a
fourth step). With this, the shoe 1 is attached further firmly

to (is in close contact with) the last. With this, it is possible
to detach the shoe 1 from the shoe tree in the early stage
after the processing.
[0035] The shoe 1 after finishing the finishing process-
ing is held during a predetermined time period Tx (four
to five hours) in a state in which the last is inserted into,
so that the shape of the shoe 1 is fixed. After the prede-
termined time period Tx, the shoe fitting is detached from
the shoe 1. The manufacturing method proceeds to a
final finishing process. At the final finishing process, a
sock lining is mounted, and crimple is removed, so that
the shoe 1 is finished (accomplished).
[0036] In this way, in the first embodiment, the shoe is
manufactured by using the counter body 12 impregnated
with the water. With this, it is possible to improve the
moldabiity of the portion around the heel 1a of the upper
4 by the above-described steam function. Moreover, it
was confirmed that the moldability of the counter body
12 was varied in accordance with the water content Wt
of the counter 12 by the experiment. Hereinafter, the ef-
fect (influence) of the water content Wt of the counter 11
is illustrated with reference to the table shown in FIG. 6.
[0037] In this experiment, the moldability of the portion
around the heel 1a of the upper 4, and a strength of the
adhesive and drying characteristics after the molding
which are characteristic problems generated by immers-
ing the counter 11 into the water are assessed. In this
case, a symbol O represents good, a symbol 3 repre-
sents no good, and a symbol Δ represents a middle which
does not correspond to the good and the no good. In this
way, the experimental result is assessed by three-stages.
[0038] That is, by this experiment, the strength of the
adhesive did not relate to the immersion time T, that is,
the water content Wt of the counter body 12. That is, the
strength of the adhesive was good, like the conventional
case using the counter 11 which is not impregnated with
the water. That is, the manufacturing method according
to the embodiment had a sufficient strength of the adhe-
sive.
[0039] Moreover, as to the moldability, the rigidity of
the counter 11 was high when the immersion time T was
equal to or smaller than 2 seconds , that is, when the
water content Wt of the counter body 12 was equal to or
smaller than 0.05g. Accordingly, the moldability was in-
ferior. On the other hand, when the immersion time T
was equal to or greater than 3 seconds, that is, when the
water content Wt of the counter body 12 was equal to or
greater than 0.10g, the counter 11 was sufficiently sof-
tened. With this, the good moldability was obtained. From
this result, it was confirmed that the water content Wt
equal to or greater than the predetermined amount was
needed for obtaining the counter 11 whose the molda-
bility is improved, and that appropriate water content Wt
to improve the moldability was preferable to be equal to
or greater than 0.10g.
[0040] As to the drying characteristics, when the im-
mersion time T was equal to or smaller than 20 seconds,
that is, when the water content Wt of the counter body
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12 was equal to or smaller than 0.20g, the good drying
characteristics were obtained to finish the dry immedi-
ately after the molding since the water content Wt was
relatively small. When the immersion time T was 25-300
seconds, that is, when the water content Wt of the counter
body 12 was 0.60-1.05g, the drying characteristics were
slightly deteriorated although the productivity of the shoe
was not largely affected. Moreover, when the immersion
time T was equal to or greater than 600 seconds, that is,
when the water content Wt of the counter body 12 was
equal to or greater than 1.60g, the drying characteristics
were remarkably deteriorated so as not to sufficiently im-
prove the productivity of the shoe. From this experimental
result, it was confirmed that it was necessary that the
water content Wt was suppressed to a value equal to or
smaller than the predetermined amount for obtaining the
sufficient drying characteristics after the molding, and it
was desirable that the appropriate water content Wt is
equal to or smaller than 0.20g for ensuring the sufficient
drying characteristics after the molding.
[0041] Accordingly, in a case in which these evalua-
tions of the adhesive strength, the moldability, and the
drying characteristics after the molding are considered,
it is possible to obtain the effect by the present invention
when the water content Wt of the counter body 12 is
0.05-1.05g. However, for ensuring the high productivity
of the shoe by the above-described steam function, it is
desirable that the water content Wt is 0.10-0.20g (the
immersion time T is 3-20 seconds) in the above-de-
scribed range.
[0042] As mentioned above, in the first embodiment,
in the shoe manufacturing process, the counter 11 is im-
mersed in the water before the counter 11 is inserted in
the upper 4, so as to impregnate the counter body 12
(particularly, the leather 14) with the water. With this,
when the portion around the heel 1a of the upper 4 is
molded (shaped) by the hot press, the water impregnated
(contained) in the counter body 12 is evaporated by the
heat of the die, so that the above-described steam func-
tion can be obtained. With this, it is possible to improve
adhesiveness of the portion around the heel 1a of the
upper 4 with respect to the die, thereby to detach from
the shoe 1 from the last in the early stage in the later
process, and to improve the productivity of the shoe 1
(particularly, to obtain the productivity more than twice
the conventional productivity). Moreover, it is possible to
ensure the substantially desired shape of the shoe 1
which is substantially identical to the last, and to improve
the quality of the shoe 1.
[0043] In this case, it is possible to impregnate the
counter body 12 with the water of the appropriate amount
by setting the water content Wt of the counter body 12
to 0.10-0.20g by setting the immersion time T of the coun-
ter 11 into the water, to 3-20 seconds. With this, it is
possible to obtain the effect (the improvement of the
moldability of the portion around the heel 1a of the upper
4) by immersing the counter 11 in the water immediately
before the molding of the portion around the heel 1a of

the upper 4. Moreover, it is possible to suppress the dis-
advantage (degradation of the drying characteristics of
the counter 11 after the molding) caused by impregnating
with the counter 11 with the water. In particular, when
the water content Wt of the counter body 12 is set to
0.10g by setting the immersion time T of the counter 11
in the water to 3 seconds, it is possible to maximally im-
prove the productivity of the shoe.
[0044] Moreover, it is possible to soften the counter 11
whose the rigidity increased due to the apply of the ad-
hesive 13, by impregnating the counter body 12 with the
water by immersing the counter 11 in the water before
the mounting to the upper 4. With this, it is possible to
ensure the sufficient softness of the counter 11. Moreo-
ver, it is possible to suppress the stickness caused by
the adhesive 13 applied to the surface of the counter
body 12, by adhering the water to the surface of the coun-
ter 11 (the coating of the adhesive 13) by immersing the
entire counter 11 in the water before the mounting of the
upper 4. With this, it is possible to improve the mounting
operation of the counter 11 to the upper 4, and to improve
the productivity of the shoe.
[0045] FIGS. 7-9 show a counter according to a second
embodiment of the present invention. A structure of a
counter 21 according to the second embodiment is varied
from the structure of the counter body 12 according to
the first embodiment. The basic structure according to
the second embodiment is identical to that of the first
embodiment in most aspects as shown by the use of the
same reference numerals. Hereinafter, points different
from the first embodiment are illustrated.
[0046] That is, in the counter 21 according to the sec-
ond embodiment, the leather 14 of the first embodiment
is replaced by a recycled leather paper 24 composed
mostly of the tannin tanned leather shaving fiber (vege-
table tanned leather shaving fiber). The counter 21 is
formed by applying the adhesive 13 to front and back
surfaces of a counter body 22 which is formed by affixing
the recycled leather paper 24 and the impregnated paper
15.
[0047] The recycled leather paper 24 is formed by add-
ing 10-50 wt% (weight percent) of aqueous emulsion res-
in to a material formed by mixing the leather shaving fiber
of 95-55 wt% (weight percent) which is formed by break-
ing the leather shaving generated at the processing of
the tannin tanned leather into the fibrous form, a natural
pulp of 5-40 wt% (weight percent), and the synthetic fab-
ric of 5-20 wt%. In this embodiment, the recycled leather
paper 24 is formed by mixing the predetermined percent-
ages of the leather shaving fiber, the natural pulp, and
the synthetic fabric. However, the recycled leather paper
24 is not limited to this composition including the synthetic
resin. The recycled leather paper 24 may be formed only
by the leather shaving fiber and the natural pulp. In this
case, the recycled leather paper 24 is formed by adding
the aqueous emulsion to the material formed by mixing
the leather shaving fiber of 95-50 wt% and the natural
pulp of 5-50 wt%.
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[0048] In this case, the leather shaving fiber is a shav-
ing which is discarded in a field such as a bag and shoes
in which the leather material is processed (worked) as
the material. This leather shaving fiber is a collagen fiber
which is obtained by crushing this shaving by the crusher
be disintegrated into the fibrous form. The leather that is
a source of this leather shaving is not limited to a kind
and a region of the animal. The leather may be a leather
of any animal, and may be a leather of any region of the
animal.
[0049] In general, the wood pulp is used as the natural
pulp. According to the circumstances, good-quality recy-
cled waste-paper (waste paper) may be used.
[0050] The synthetic fiber may be any fiber such as
vinylon fiber, a polyester fiber, a PET (polyethylene
terephthalate) fiber, a PP (polypropylene) fiber, and a
rayon fiber, and so on which are processed for paper-
making. Moreover, the number of the use of the fibers
may be one. Moreover, the number of the use of the fibers
may be two or more for adjusting the properties of the
recycled leather paper 24.
[0051] The aqueous emulsion resin may be SBR (sty-
rene-butadiene rubber), an acrylic, styrene acrylic, NBR
(acrylonitrilebutadiene rubber), vinyl acetate, ethylene vi-
nyl acetate, or vinyl chloride series which have glass-
transition temperature of -50°C - +50°C. In addition, cat-
ionic high-molecular compound such as cationic polyacr-
ylamide, melamine resin (in colloidal state), and so on
may be added as an agent for strengthening paper. Fur-
thermore, it is optional to color by adding inorganic pig-
ment, organic pigment, ferric oxide, and so on as stain.
[0052] The thus-formed recycled leather paper 24 can
obtain a property substantially identical to that of the
leather 14 made from the natural leather. Accordingly, in
the counter 21 according to this embodiment, it is also
possible to obtain the effect substantially identical to that
of the counter 11 according to the first embodiment, by
using the adhesive 13 formed by the composition iden-
tical to that of the counter 11 according to the first em-
bodiment.
[0053] Moreover, in the counter 21 according to the
second embodiment, it is possible to suppress the in-
crease of the amount of the emission of the waste (waste
product) by reuse of the effluent by using the recycled
paper 24 in place of the leather 14 made from the natural
leather, and to contribute to conservation of natural en-
vironment (nature).
[0054] The present invention is not limited to the
above-described embodiments. The counters 11 and 21
according to the present invention are applicable to
shoes other than the leather shoes for men which are
exemplified in the embodiments.
[0055] Furthermore, in the present invention, the ad-
hesive 13 is constituted by the composition identical to
that of the conventional counter, and each of the counter
bodies 12 and 22 may have a region to which the adhe-
sive is not applied to by masking to the region of one
surface or both surfaces of the counter body 12 or 22 so

that the water penetrates from the outside. In this case,
it is possible to obtain the effect identical to that of the
embodiments of the present invention.
[0056] A counter according to the present invention in-
cludes: a counter body including; a tanned leather, and
an impregnated paper formed by impregnating a base
paper made from a wood pulp with a resin, and affixed
to the tanned paper by an adhesion, and a thermoplastic
adhesive applied to a front surface and a back surface
of the counter body, the coating of the thermoplastic ad-
hesive including air holes exposing the counter body to
an outside so that water penetrates the counter body
through the air holes.
[0057] Accordingly, in the shoe manufacturing proc-
ess, the counter body is impregnated with the water by
immersing (dipping) the counter in the water, immediately
before inserting into the upper 4. With this, it is possible
to improve adhesiveness (contact) of the portion around
the heel to the die by the steam function to evaporate the
water impregnated in the counter body by the heating.
Therefore, it is possible to improve the moldability of the
portion around the heel.
[0058] Moreover, the counter is softened by absorbing
the water to the counter body. With this, it is possible to
ensure the flexibility of the counter, and to suppress the
stickness by the adhesive applied to the surface of the
counter. Therefore, it is possible to improve the worka-
bility of inserting the counter into the upper.
[0059] Accordingly, the moldability of the portion of the
upper around the heel is improved. With this, it is possible
to detach the last at early timing in the later steps, and
to improve the productivity of the shoe. Moreover, it is
possible to ensure the desired shape of the shoe which
corresponds to the last, and to improve the quality of the
shoe.
[0060] Moreover, it is possible to improve the produc-
tivity of the shoe by the improvement of the workability
of mounting the counter into the upper.
[0061] A counter according to the present invention in-
cludes: a counter body including; a recycled leather pa-
per containing a tannin tanned leather shaving fiber
which is a dry-milled tannin tanned leather shaving, and
an impregnated paper formed by impregnating a base
paper made from a wood pulp with a resin, and affixed
to the recycled leather paper, and a thermoplastic adhe-
sive applied to a front surface and a back surface of the
counter body, the coating of the thermoplastic adhesive
including air holes exposing the counter body to an out-
side so that water penetrates the counter body through
the air holes.
[0062] Accordingly, in the shoe manufacturing step,
the water is impregnated in the counter body by immers-
ing (dipping) the counter in the water, immediately before
inserting into the upper 4. With this, it is possible to im-
prove the adhesiveness (contact) of the portion around
the heel to the die by the steam function to evaporate the
water impregnated in the counter body by the heating.
Therefore, it is possible to improve the moldabiity of the
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portion around the heel.
[0063] Moreover, the counter is softened by absorbing
the water to the counter body. With this, it is possible to
ensure the flexibility of the counter, and to suppress the
adhesiveness by the adhesive applied to the surface of
the counter. Therefore, it is possible to improve the work-
ability of inserting the counter into the upper.
[0064] Accordingly, the moldability of the portion of the
upper around the heel is improved. With this, it is possible
to detach the last at early timing at the later steps, and
to improve the productivity of the shoe. Moreover, it is
possible to ensure the desired shape of the shoe which
corresponds to the last, and to improve the quality of the
shoe.
[0065] Moreover, it is possible to improve the produc-
tivity of the shoe by the improvement of the workability
of mounting the counter into the upper.
[0066] In the counter according to the present inven-
tion, a main component of the adhesive is an ethylene
vinyl acetate and a water; and the composition ratio of
the water is 52-57 wt% so that the film of the adhesive
automatically includes the air holes.
[0067] Accordingly, the concentration of the ethylene
vinyl acetate is diluted by the mixture percentage, relative
to the conventional counter. Consequently, the air holes
are automatically generated in the coating (film) of the
adhesive. With this, the water can penetrate the counter
body covered with the coating of the adhesive intrinsically
intercepts the water, from the outside through the air
holes.
[0068] A manufacturing method of a shoe by using the
counter according to the present invention, the manufac-
turing method includes: a first step of immersing the coun-
ter body in the water to impregnate the counter with the
water; a second step of inserting the counter immersed
with the water at the first step, between a front leather
and a back leather of an upper; and a third step of heating
and pressurizing a portion of the shoe around a heel into
which the counter is inserted, to mold the portion of the
shoe around the heel, and to bond the counter on the
front leather and the back leather.
[0069] In this manufacturing method, the water is im-
pregnated in the counter body before the molding. Then,
the counter is inserted into the upper in the state in which
the water is impregnated in the counter. The portion
around the heel is molded by using the hot press. With
this, it is possible to improve the adhesiveness of the
portion around the heel to the die by the steam function
to evaporate the water impregnated in the counter body
by the heat. Therefore, it is possible to improve the mold-
ability of the portion around the heel.
[0070] Moreover, the counter is immersed in the water
immediately before inserting into the upper. With this, the
water is impregnated in the counter body. Accordingly,
it is possible to ensure the flexibility of the counter. More-
over, it is possible to suppress the stickness of the ad-
hesive applied to the surface. With this, it is possible to
readily perform the mounting operation of the counter

into the upper 4.
[0071] In this manufacturing method, it is possible to
improve the moldability of the portion of the upper around
the heel at the third step, and thereby to detach the last
at early timing in the later steps, and to improve the pro-
ductivity of the shoe. Moreover, it is possible to ensure
the desired shape of the shoe which corresponds to the
last.
[0072] Moreover, it is possible to improve the produc-
tivity of the shoe by the improvement of the workability
of mounting the counter into the upper at the second step.
[0073] In the manufacturing method according to the
present invention, the manufacturing method further
comprises a fourth step of finishing a shape around the
heel by scratching or pounding, from the outside, the por-
tion of the shoe around the heel molded at the third step.
[0074] Accordingly, at the step after the molding of the
upper, the portion of the shoe around the heel is
scratched and pounded from the outside by using the
pounding apparatus. With this, it is possible to early finish
the portion around the heel into the shape corresponding
to the last.
[0075] Moreover, it is possible to detach the last at early
timing in the later process, and to further improve the
productivity of the shoe.
[0076] In the manufacturing method according to the
present invention, the counter is immersed in the water
during 3-20 seconds at the first step.
[0077] In this manufacturing method, the counter is im-
mersed in the water during the predetermined time peri-
od. With this, it is possible to obtain the appropriate water
amount for the counter body, that is, the sufficient steam
function, and to impregnate the counter body with the
appropriate water amount for the good drying character-
istics after the molding.
[0078] Accordingly, it is possible to obtain the effect
(the improvement of the moldability of the portion of the
upper around the heel) caused by immersing the counter
in the water immediately before the molding of the portion
of the upper around the heel, and to suppress the disad-
vantage (the deterioration of the drying characteristics of
the counter after the molding) caused by impregnating
the counter with the water.
[0079] In the manufacturing method according to the
present invention, the counter body is impregnated with
the water of 0.10-0.20 g at the first step.
[0080] Accordingly, it is possible to obtain the appro-
priate water amount for the counter body, that is, the suf-
ficient steam function, and impregnate the counter body
with the appropriate water amount for the good drying
characteristics after the molding.
[0081] Accordingly, it is possible to obtain the effect
(the improvement of the moldability of the portion of the
upper around the heel) caused by immersing the counter
in the water immediately before the molding of the portion
of the upper around the heel, and to suppress the disad-
vantage (the deterioration of the drying characteristics of
the counter after the molding) caused by impregnating
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the counter with the water.
[0082] Although the invention has been described
above by reference to certain embodiments of the inven-
tion, the invention is not limited to the embodiments de-
scribed above. Modifications and variations of the em-
bodiments described above will occur to those skilled in
the art in light of the above teachings. The scope of the
invention is defined with reference to the following claims.

Claims

1. A counter comprising:

a counter body including;
a tanned leather, and
an impregnated paper formed by impregnating
a base paper made from a wood pulp with a
resin, and affixed to the tanned paper by an ad-
hesion, and
a thermoplastic adhesive applied to a front sur-
face and a back surface of the counter body, the
counter being characterized in that the coating
of the thermoplastic adhesive includes air holes
exposing the counter body to an outside so that
water penetrates the counter body through the
air holes.

2. A counter comprising:

a counter body including;
a recycled leather paper containing a tannin
tanned leather shaving fiber which is a dry-milled
tannin tanned leather shaving, and
an impregnated paper formed by impregnating
a base paper made from a wood pulp with a
resin, and affixed to the recycled leather paper,
and
a thermoplastic adhesive applied to a front sur-
face and a back surface of the counter body, the
counter being characterized in that the coating
of the thermoplastic adhesive includes air holes
exposing the counter body to an outside so that
water penetrates the counter body through the
air holes.

3. The counter as claimed in claim 1 or 2, wherein a
main component of the adhesive is an ethylene vinyl
acetate and a water; and the composition ratio of the
water is 52-57 wt% so that the film of the adhesive
automatically includes the air holes.

4. A manufacturing method of a shoe by using the coun-
ter claimed in one of claims 1-3, the manufacturing
method comprising:

a first step of immersing the counter in the water
to impregnate the counter body with the water;

a second step of inserting the counter immersed
with the water at the first step, between a front
leather and a back leather of an upper; and
a third step of heating and pressurizing a portion
of the shoe around a heel into which the counter
is inserted, to mold the portion of the shoe
around the heel, and to bond the counter on the
front leather and the back leather.

5. The manufacturing method as claimed in claim 4,
wherein the manufacturing method further compris-
es a fourth step of finishing a shape around the heel
by scratching or pounding, from the outside, the por-
tion of the shoe around the heel molded at the third
step.

6. The manufacturing method as claimed in claim 4,
wherein the counter is immersed in the water during
3-20 seconds at the first step.

7. The manufacturing method as claimed in claim 4,
wherein the counter body is impregnated with the
water of 0.10-0.20 g at the first step.

Patentansprüche

1. Hinterkappe, die umfasst:

einen Hinterkappen-Körper, der enthält:

ein gegerbtes Leder, und
ein imprägniertes Papier, das ausgebildet
wird, indem ein Trägerpapier, das aus ei-
nem Zellstoff besteht, mit einem Harz ge-
tränkt wird, und das mittels einer Verkle-
bung an dem gegerbten Leder befestigt ist,
und

einen thermoplastischen Klebstoff, der auf eine
vordere Fläche und eine hintere Fläche des Hin-
terkappen-Körpers aufgetragen ist, wobei die
Hinterkappe dadurch gekennzeichnet ist,
dass der Überzug aus dem thermoplastischen
Klebstoff Luftlöcher enthält, durch die der Hin-
terkappen-Körper nach außen freigelegt wird,
so dass Wasser über die Luftlöcher in den Hin-
terkappen-Körper eindringt.

2. Hinterkappe, die enthält:

einen Hinterkappen-Körper, der enthält:

ein Papier aus recyceltem Leder, das eine
Faser aus Spänen aus mit Tannin gegerb-
tem Leder enthält, wobei die Späne aus
trocken gemahlenem, mit Tannin gegerb-
tem Leder bestehen, und
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ein imprägniertes Papier, das ausgebildet
wird, indem ein Trägerpapier, das aus ei-
nem Zellstoff besteht, mit einem Harz ge-
tränkt wird, und das mittels einer Verkle-
bung an dem Papier aus recyceltem Leder
befestigt ist, und

einen thermoplastischen Klebstoff, der auf eine
vordere Fläche und eine hintere Fläche des Hin-
terkappen-Körpers aufgetragen ist, wobei die
Hinterkappe dadurch gekennzeichnet ist,
dass der Überzug aus dem thermoplastischen
Klebstoff Luftlöcher enthält, durch die der Hin-
terkappen-Körper nach außen freigelegt wird,
so dass Wasser über die Luftlöcher in den Hin-
terkappen-Körper eindringt.

3. Hinterkappe nach Anspruch 1 oder 2, wobei Haupt-
bestandteile des Klebstoffs ein Ethylenvinyl-Acetat
und Wasser sind und der Anteil des Wassers an der
Zusammensetzung 52 - 57 Gew.-% beträgt, so dass
die Schicht aus dem Klebstoff automatisch die Luft-
löcher enthält.

4. Verfahren zum Herstellen eines Schuhs unter Ver-
wendung der Hinterkappe nach einem der Ansprü-
che 1-3, wobei das Herstellungsverfahren umfasst:

einen ersten Schritt des Eintauchens der Hin-
terkappe in das Wasser, um den Hinterkappen-
Körper mit dem Wasser zu imprägnieren;
einen zweiten Schritt des Einführens der in dem
ersten Schritt in das Wasser eingetauchten Hin-
terkappe zwischen ein vorderes Leder und ein
hinteres Leder eines Schaftes; und
einen dritten Schritt des Erhitzens und Pressens
eines Abschnitts des Schuhs um eine Ferse her-
um, in den die Hinterkappe eingeführt ist, um
den Abschnitt des Schuhs um die Ferse herum
zu formen und die hintere Kappe an dem vor-
deren Leder und dem hinteren Leder anzukle-
ben.

5. Herstellungsverfahren nach Anspruch 4, wobei das
Herstellungsverfahren des Weiteren einen vierten
Schritt der Endbearbeitung einer Form um die Ferse
herum durch Schaben oder Schlagen des in dem
dritten Schritt geformten Abschnitt des Schuhs um
die Ferse herum von außen umfasst.

6. Herstellungsverfahren nach Anspruch 4, wobei die
Hinterkappe in dem ersten Schritt über 3 - 20 Se-
kunden in das Wasser eingetaucht wird.

7. Herstellungsverfahren nach Anspruch 4, wobei der
Hinterkappen-Körper in dem ersten Schritt mit 0,10
- 0,20 g Wasser imprägniert wird.

Revendications

1. Contrefort comprenant :

un corps de contrefort contenant :

un cuir tanné, et
un papier imprégné formé par imprégnation
d’un papier de base fabriqué à partir d’une
pâte de bois avec une résine, et fixé par
adhésion au papier tanné, et

un adhésif thermoplastique appliqué sur une
surface avant et une surface arrière du corps de
contrefort, le contrefort étant caractérisé en ce
que le revêtement de l’adhésif thermoplastique
contient des trous d’aération qui exposent le
corps de contrefort à un côté extérieur, de sorte
que de l’eau pénètre dans le corps de contrefort
par ces trous d’aération.

2. Contrefort comprenant :

un corps de contrefort contenant :

un papier en cuir recyclé contenant des fi-
bres de déchets de cuir tanné au tanin qui
sont constituées par des déchets de cuir
tanné au tannin broyés à sec, et
un papier imprégné formé par imprégnation
d’un papier de base fabriqué à partir d’une
pâte de bois avec une résine, et fixé au pa-
pier de cuir recyclé, et

un adhésif thermoplastique appliqué sur une
surface avant et une surface arrière du corps de
contrefort, le contrefort étant caractérisé en ce
que le revêtement de l’adhésif thermoplastique
contient des trous d’aération qui exposent le
corps de contrefort à un côté extérieur, de sorte
que de l’eau pénètre dans le corps de contrefort
par ces trous d’aération.

3. Contrefort tel que revendiqué dans la revendication
1 ou 2, étant précisé qu’un composant principal de
l’adhésif est constitué par un éthylène vinyle acétate
et une eau ; et le rapport de composition de l’eau est
de 52-57 % en poids, de sorte que le film d’adhésif
contient automatiquement les trous d’aération.

4. Procédé de fabrication d’une chaussure en utilisant
un contrefort revendiqué dans l’une des revendica-
tions 1 à 3, le procédé de fabrication comprenant :

une première étape qui consiste à immerger le
contrefort dans l’eau pour imprégner d’eau le
corps de contrefort ;
une deuxième étape qui consiste à placer le con-
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trefort, immergé dans l’eau lors de la première
étape, entre un cuir avant et un cuir arrière d’une
tige ; et
une troisième étape qui consiste à chauffer et à
mettre sous pression une partie de la chaussure
autour d’un talon dans lequel le contrefort est
inséré, pour mouler la partie de la chaussure
autour du talon, et pour coller le contrefort sur
le cuir avant et le cuir arrière.

5. Procédé de fabrication tel que revendiqué dans la
revendication 4, étant précisé que le procédé de fa-
brication comprend aussi une quatrième étape qui
consiste à finir une forme autour du talon par grattage
ou martelage, à partir de l’extérieur, de la partie de
la chaussure autour du talon qui a été moulée lors
de la troisième étape.

6. Procédé de fabrication tel que revendiqué dans la
revendication 4, étant précisé que le contrefort est
immergé dans l’eau pendant 3 à 20 secondes lors
de la première étape.

7. Procédé de fabrication tel que revendiqué dans la
revendication 4, étant précisé que le corps de con-
trefort est imprégné d’eau à raison de 0,10 à 0,20 g
lors de la première étape.

17 18 



EP 2 386 217 B1

11



EP 2 386 217 B1

12



EP 2 386 217 B1

13



EP 2 386 217 B1

14



EP 2 386 217 B1

15



EP 2 386 217 B1

16



EP 2 386 217 B1

17



EP 2 386 217 B1

18

REFERENCES CITED IN THE DESCRIPTION

This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European
patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description

• JP 6077524 A [0002] • JP 05237006 B [0004]


	bibliography
	description
	claims
	drawings

