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(54) FOOTWEAR PRODUCTION METHOD

(57) Shoe making procedure that is characterized in
that it includes at least the stages of stitching the insole
to build the internal cover (1) of the list, where said stitch-
ing (2) is executed outward; a second stage of gluing the

sole (4) to the insert, base of the shoe’s internal cover
(1); and a third stage of gluing the perimeter flange of the
sole (4) to the shoe’s outer upper material (3) in an out-
ward direction.
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Description

[0001] The purpose of this invention is a procedure for
making shoes, which by combining the characteristics of
two known shoe making methods, such as the "strobel"
method and the "stitch down" method, an improved look
and waterproofing of the shoe is obtained.

PRIOR STATE OF THE ART

[0002] Different types of shoe making processes are
known and two of these methods are known as the
"strobel" method and the second one is called the "stitch
down" method.
[0003] The "strobel" method essentially consists of cre-
ating a cover or "sock" by stitching an insole in zigzag to
the upper material. Assemble it in a last and glue it to a
sole. Then, an insert is installed that covers up the
"strobel" stitch.
[0004] With this method, a high flexibility is achieved,
it is lighter, uses fewer components and fewer raw ma-
terials. However, the modelling depends on each specific
model and the soles must have a minimum amount of
shell.
[0005] The shoe making method known as "stitch
down" essentially consists of fastening the insole to the
last insert to subsequently tighten the upper material over
the last, glue the sole and stitch the sole with the stitches
facing outward and therefore visible, creating an aesthet-
ic effect that is not very adequate for many types of shoes.
However, the greatest problem encountered with this
manufacturing method stems from its lack of water-proof-
ing.

DESCRIPTION OF THE INVENTION

[0006] To prevent the aforementioned problems, be-
low we provide a description of the new shoe making
procedure, which by combining characteristics of the
"strobel" and "Stitch down" manufacturing methods al-
lows obtaining a shoe with water-proofing properties and
an appropriate aesthetic, where the presence of the ex-
ternal stitch is eliminated even though the gluing of the
upper material to the sole is maintained on its external
part and also, the internal zigzag stitch of the sole, which
is characteristic of the "strobel" method has been elimi-
nated.
[0007] To obtain these favourable effects, the shoe
making procedure includes at least the following stages:

(a) a first stage of stitching the insole to build the
internal cover of the upper material, and where this
stitching is executed outward;
(b) a second stage of gluing the sole to the insert,
base of the shoe’s internal cover; and
(c) a third stage of gluing the perimeter flange of the
sole to the shoe’s outer upper material in an outward
direction.

[0008] In other words, using the described procedure,
on one hand we prevent the zigzag stitches inside the
shoe from being visible and on the other hand, we avoid
the outer stitch of the sole, obtaining an important aes-
thetic effect. Also, with the proper materials in the cover;
in other words, making the cover water-proof and tran-
spirable and, because the joint between the upper ma-
terial and the sole is sealed, the shoe is made imperme-
able.
[0009] The cover is glued to the inside part of the upper
material, creating a sort of sock in the last, so that it can
be subsequently glued to the sole.
[0010] Throughout the description and claims, the
word "encompasses" and its synonyms do not intend to
exclude other technical characteristics, additions, com-
ponents or steps. For experts in the field, other objectives,
advantages and characteristics of this invention will in
part be derived from the description and in part from plac-
ing the invention into practice. The following examples
and drawings provide an illustration and are not intended
to limit this invention. Additionally, this invention covers
all the possible combinations of particular and preferred
embodiments indicated herein.

BRIEF DESCRIPTION OF THE DRAWINGS

[0011]

FIG1.Shows a view of a shoe made using the man-
ufacturing method described in this invention along
with a detailed view of a last section of the shoe.

DETAILED DESCRIPTION OF THE APPLICATION 
METHODS

[0012] As can be seen in the attached figure, the shoe
list includes an interior cover (1) stitched in such a manner
that the stitch (2) is oriented outside the shoe, preventing
it from being seen internally and also preventing in this
manner if desired, the presence of an insert.
[0013] This cover is glued to the body (3) of the shoe
as well as to the sole (4) itself and they are joined together
by externally gluing both elements; in other words, a pe-
rimeter flange exists, which in a preferred embodiment
of this invention will be sealed, in a manner that in com-
bination with the internal impermeable and transparent
cover (1), the shoe will also be impermeable.
[0014] Therefore, in a particular embodiment of this
invention, the shoe making procedure includes a first
stage for stitching the insole to build the internal cover of
the list, where said stitching is executed outward. The list
will include the interior cover (1), which is joined to the
list. In a subsequent stage, the sole (4) is glued to the
insole, base of the interior cover (1) of the shoe, while in
a final stage, the perimeter flange of the sole (4) is glued
to the outer list (3) of the shoe.
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Claims

1. Shoe making procedure characterized in that it in-
cludes at least the following stages:

(a) a first stage of stitching the insole to build the
internal cover (1) of the upper material, and
where this stitching (2) is executed outward;
(b) a second stage of gluing the sole (4) to the
insert, base of the shoe’s internal cover (1); and
(c) a third stage of gluing the perimeter flange
of the sole (4) to the shoe’s outer upper material
(3) in an outward direction.

2. Shoe making procedure in accordance with claim 1
characterized in that the gluing of the sole is exe-
cuted outside the shoe, creating a perimeter flange,
which will be sealed, in a manner that in combination
with the internal impermeable and transpirable cover
(1), the shoe will also be impermeable.

3. Shoe characterized in that it has been manufac-
tured using the procedures described in claims 1 and
2.
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