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Description

[0001] The present patent application for industrial in-
vention relates to a manufacturing process of padded
uppers forwinter shoes and to the padded upper obtained
according to said process.

[0002] The purpose of the presentinventionis toobtain
shoes that are suitable for the winter season and are
capable of protecting the feet of the user from the cold
weather that is typical of such season.

[0003] It mustbe noted that shoes suitable for protect-
ing the feet of the users from low temperatures have been
known on the market for a long time.

[0004] More precisely, traditional shoes are provided
with uppers characterized in that a padded covering layer
is sewn or glued on the internal surface of the upper, said
layer being made of a material that is potentially provided
with thermo-insulation properties, such as for example
felt.

[0005] According to the expectations of shoe manu-
facturers, similar internal covering layers should keep the
feet of the user warm in spite of the low external temper-
ature.

[0006] So farit has been considered that the provision
of such an internal covering layer can prevent, or at least
reduce, the natural thermal exchange according to which
the natural warmth of the foot tends to dissipate towards
the exterior of the shoe through the walls of the upper,
in view of the lower temperature of the surrounding
space.

[0007] However, all users of traditional padded shoes
are aware of the fact that the shoes of the prior art can
only partially protect the user against the cold weather
and are not capable of effectively guaranteeing foot com-
fort in the long run.

[0008] A careful examination of a similar drawback has
ascertained that such a drawback depends on the fact
that in the winter shoes of the prior art said thermo-insu-
lation covering layer is directly joined to the internal sur-
face of the edges of the upper.

[0009] In fact, the thermo-insulation covering layer is
practically directly exposed to the cold temperature in
view of the fact that the low thickness of the upper does
not guarantee any protection against the cold climate
conditions.

[0010] The winter shoes of the invention have been
devised in order to overcome the limits of such a consol-
idated technology. The principal peculiarity of the winter
shoes of the invention consists in the fact that the thermo-
insulation covering layer is not directly joined to the in-
ternal side of the upper and is independent from the up-
per.

[0011] In view of the above, a thin empty space is pro-
vided between the internal surface of the upper and the
covering layer, and is inevitably filled with a "veil" of air
that is capable of ensuring a good thermo-insulation ac-
tion for the feet of the user who is wearing the new winter
shoes of the invention.
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[0012] In fact, the new manufacturing process of the
invention has been devised in order to give a practical,
industrially and operatively feasible implementation to
such an inventive idea.

[0013] According to said manufacturing process, the
two leather parts (front portion and back portion) of the
upper are made separately.

[0014] Successively, layers of thermo-insulation ma-
terial are made for each one of said two leather parts; it
being provided that each one of said covering layers is
fitted on the interior of the portion of upper only in one
seam point, without obtaining the complete adhesion be-
tween said covering layers and the corresponding portion
of upper.

[0015] Then the upper is finally assembled according
to an innovative principle that, unlike the prior art, pro-
vides for two different separate joining operations of the
parts.

[0016] In such a circumstance, in addition to tradition-
ally joining the leather front portion with the leather back
portion of the upper, it is necessary to join said covering
layers of thermal-insulation fabric.

[0017] Just like the joining of said two leather portions
gives continuity to the external structure of the upper, the
joining of the covering layers gives continuity to said
structure made of thermal-insulation fabric that is provid-
ed in the interior of the upper.

[0018] In such a condition, the structure of thermal-
insulation fabric is fixed inside the upper only in two points
(one point at the height of the front portion and the other
point at the height of the back portion of the upper), orig-
inating a sort of "shoe in the shoe".

[0019] The principal purpose of the present invention
has been achieved by means of the manufacturing proc-
ess claimed in claim 1.

[0020] Additional purposes of the invention have been
achieved by means of the additional technical-functional
solutions claimed in the claims that depend on claim 1.
[0021] For the sake of clarity, the description of the
invention continues with reference to the attached draw-
ings, which have a merely illustrative, not limiting value,
wherein:

- Fig. 1 is a plan view of the external surface of the
vamp of the upper to be obtained;

- Fig. 2 is a plan view of the internal surface of the
vamp of Fig. 1;

- Fig. 3 is an exploded axonometric view of the three
parts of the upper to be obtained before being as-
sembled;

- Fig. 4 is a plan view of the external surface of the
back portion of the upper to be obtained;

- Fig. 5 is a plan view of the internal surface of the
back portion of Fig. 4;

- Fig. 6 is a plan view of the surface of the thermal-
insulation covering layer of the back portion of the
upper to be obtained;

- Figs. 7 and 8 are axonometric views of the external
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surface of the upper after assembly;

- Fig. 9 is an axonometric view of the internal surface
of the upper;

- Fig. 10 is an enlarged view of a detail of Fig. 9.

[0022] Firstly, it must pointed out again that the man-
ufacturing process according to the invention relates to
the manufacturing of a padded upper for winter shoes; it
being evident that said upper needs to be normally joined
with a sole according to a traditional process that does
not fall within the manufacturing process of the invention.
[0023] Moreover, it must be noted that the new padded
upper obtained with said process is of the type that is
traditionally formed by joining a vamp, which is the front
portion of the upper, and a back portion of the upper,
usually formed of an opposite pair of quarters.

[0024] More precisely, the vamp is the portion of upper
thatis suitable for embracing the front of the foot, whereas
the back portion is the portion of upper that is suitable
for embracing the back of the foot on both sides, basically
in the area comprised between heel and malleoli.
[0025] With reference to the aforementioned figures,
the process of the invention provides for manufacturing
the following parts suitable for being assembled in order
to obtain the upper (T).

[0026] With reference to Fig. 1, the first one of said
parts consists in a vamp (1) made of artificial or natural
leather that is basically provided with a V-shape and is
defined by a tapered rounded front edge (10), a pair of
diverging longitudinal borders (11a, 11b) and one back
transverse border (12), wherein two deep rectilinear cuts
(13a, 13b) are obtained in substantially orthogonal posi-
tion to said border (12), generating the formation of a
typical central tongue (14) and two symmetrical lateral
edges (12a, 12b), each of them being joined with the
corresponding cut (13a, 13b) by means of a rounded pro-
file (12a’, 12b’) with substantially transverse direction,
directed towards the longitudinal border (11a, 11b).
[0027] With reference to Fig. 2, said vamp (1) is inter-
nally lined with a covering layer (2) of thermal-insulation
material (felt or the like) and/or padded material, which
is provided with a substantially V-shaped profile and is
defined by a tapered rounded front border (20) and by
two diverging longitudinal borders (21a, 21b) that are
joined on top with substantially transverse rounded pro-
files (22a, 22b) that converge towards a central tongue
(24).

[0028] The comparative observation of Figs. 1 and 2
shows that the dimensions of said vamp (1) and internal
covering layer (2) are such that:

- the rounded front border (20) of the covering layer
(2) is suitable for being exactly disposed against the
rounded front edge (10) of the vamp (1)

- the diverging longitudinal borders (21a, 21b) of the
covering layer (2) are suitable for being exactly dis-
posed against the diverging longitudinal borders
(11a, 11b) of the vamp (1), although they are suitably
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provided with a lower length, such that the covering
layer (2) is not provided on said two lateral profiles
(12a, 12b) ofthe vamp (1) at the height of said tongue
(14) in intermediate position

- the tongue (24) of the covering layer (2) is suitable
for being exactly disposed against said tongue (14)
of the vamp (1), although it is provided with a slightly
larger surface, such that an edge of said tongue (24)
of the covering layer (2) slightly protrudes all around
the tongue (14) of the vamp (1).

[0029] Moreover, it must be noted that said covering
layer (2) is joined to the vamp (1) by means of one seam
line (L1) thatis basically shaped like an overturned U and
is obtained on the perimeter of said tongues (14, 24) in
overlapped position.

[0030] With reference to Fig. 3, said vamp (1) is suit-
able for being joined to the back portion (3) of the upper
(T), after joining said back portion (3) to a covering layer
(4) of thermal insulation material.

[0031] With reference to Figs. 4 and 5, said back por-
tion (3) of the upper (T) is formed of two identical quarters
(30) that are sewn in symmetrical position with the inter-
position of a central counter (31); wherein each of said
quarters (30)is frontally provided with a flap (32) provided
with holes (F) for the shoe laces.

[0032] Such a back portion (3) of the upper (T) is suit-
able for having a substantially elliptical profile during use,
being suitable for surrounding said back portion of the
foot and defining the opening through which the foot is
inserted in the upper (T), as shown in Fig. 7.

[0033] In the latter condition, said two flaps (32) are
disposed side by side, in a substantially longitudinal po-
sition with respect to the vamp (1), at the height of the
neck of the foot.

[0034] With reference to Fig. 4, said back portion (3)
of the upper (T) is defined by an upper perimeter border
(3a), which defines the opening of the foot, and by a lower
perimeter border (3b), which is suitable for being the point
where the upper (T) and the sole are joined.

[0035] Moreover, each of said flaps (32) is joined with
the corresponding end of said lower border (3b) of the
back portion (3) of the upper (T) by means of a deep
rounded cut (33).

[0036] With reference to Fig. 5, said back portion (3)
is internally provided, for its entire length, with a leather
lining (34) that is substantially shaped like a ribbon; it
being provided that said lining (34) and said back portion
(3) are firmly joined by means of a continuous seam line
(L2)thatsurrounds said two flaps (32) of said back portion
(3) and extends for the entire length of said upper border
(3a).

[0037] The principal peculiarity of said lining (34) con-
sists in the fact that it is provided with two ending edges
(34a) with substantially triangular shape, which partially
protrude through said rounded cuts (33) of the back por-
tion (3) of the upper (T).

[0038] As a matter of fact, each of said substantially
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triangular edges (34a) of the lining (34) is defined by a
horizontal border (34a’) that lays at a higher height than
the one occupied by said lower horizontal border (3b) of
the back portion (3) of the upper (T), and by a rounded
border (34a") with substantially vertical direction.
[0039] With reference to Fig. 6, a similar back portion
(3) of the upper (T) is suitable for being joined with a
covering layer (4) made of a thermo-insulation fabric, and
is also suitable for being disposed in the same substan-
tially elliptical position as the back portion (3) of the upper
(T) during use, as shown in the aforementioned Figs. 3
and 7.

[0040] As shown in Fig. 6, said covering layer (4) is
basically provided with a ribbon-like structure, which is
defined by a lower horizontal border (4b) and by an upper
horizontal border (4a) that are provided at the ends with
flaps (42) that are identical to the flaps (32) of the back
portion (3).

[0041] In each of its lateral ends, said covering layer
(4) is provided, under the flap (42), with a rounded border
(41) with substantially vertical direction that is joined with
the longitudinal end of said lower horizontal border (4b).
[0042] Inparticular, said roundedborder (41)is shaped
in such a way to be disposed, when the upper (T)is used,
in a position that is exactly behind said rounded border
(34a") with substantial vertical direction, which belongs
to the end (34a) of said lining (34) of the back portion (3).
[0043] This description continues with an illustration of
the modes provided by the process of the invention during
the assembly of the parts of the upper (T).

[0044] Reference is made to Figs. 7 to 10.

[0045] Withreference to said Figures, the covering lay-
er (4) is disposed in the back portion (3) of the upper (T)
and is fixed in said position in only one point by means
of a short horizontal seam line (L3) at the top of said
central counter (31).

[0046] Successively, the back portion (3) of the upper
(T) is joined with the vamp (1) and the covering layer (4)
of the back portion (3) is joined with the covering layer
(2) of the vamp (1).

[0047] With reference to Figs. 7 and 8, the two lateral
ends (12a, 12b) of the vamp (1) are inserted in said back
portion (3) of the upper (T) in such a way to be exactly
disposed inside said rounded cuts (33) of the upper (T)
and firmly fixed in such a position by means of seam lines
(L4) that follow the profile of said cuts (33).

[0048] In such a position, each end (12a, 12b) of the
vamp (1) - and, more precisely, each one of the rounded
profiles (12a’, 12b’) - is disposed in intermediate position
between the quarter (30) of the back portion (3) of the
upper (T) and the lining (34) of the quarter (30), as shown
in Fig. 9.

[0049] The two symmetric transverse profiles (22a,
22b) of the covering layer (2) of the vamp (1) are inserted
in said covering layer (4) of the back portion (3) of the
upper (T), in such a way to be perfectly aligned with said
lateral rounded edges (4 1) of said covering layer (4) and
firmly fixed in such a position by means of seam lines
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(L5) that simultaneously join said rounded borders (34a")
of the two edges (34a) of the lining (34).

[0050] It can be otherwise said that, because of the
provision of each one of said seam lines (L5), which sub-
stantially follows the profile of said rounded border (34a")
of the lining (34), the covering layer (4) of the back portion
(3) of the upper (T) is tightened between the covering
layer (2) of the vamp (1) and the lining (34) of said back
portion (3).

[0051] In order to firmly join the parts of the upper (T),
as shown in Fig. 8, two additional seam lines (L6) are
provided in the two flaps (32) of the back portion (3) of
the upper (T) and on the two sides of the tongue (24) of
the covering layer (2) of the vamp (1), as shown in Fig. 9.
[0052] In fact, each one of said seam lines (L6) joins
the entire internal lining of the upper (T) with the leather
structure of the upper (T), substantially at the height of
each one of said points where the covering layer (2) of
the vamp (1) is overlapped with the covering layer (4) of
the back portion (3) of the upper (T).

[0053] As shown in Fig. 7, the two seam lines (L6) re-
main visible also from the outside of the upper (T), sub-
stantially at the base of each one of said flaps (32) of the
back portion (3).

Claims

1. Manufacturing process of a padded upper for winter
shoes, comprising the following operating steps:

a) provision of a vamp (1) of the upper (T),
wherein said vamp (1) comprises a front edge
(10), two longitudinal borders (11a, 11b)and one
back transverse border (12) with two ends pro-
vided with symmetrical profiles (12a’, 12b’); said
vamp (1) comprising a central tongue (14) in in-
termediate position between the two symmetri-
cal profiles (12a’, 12b’);

b) laying of a internal covering layer (2) of ther-
mal-insulation material on the inside of said
vamp (1), which comprises a front border (20),
two longitudinal borders (21a, 21b) and one
back transverse border with two ends provided
with symmetrical rounded profiles (22a, 22b);
wherein said covering layer (2) of said vamp (19
is provided with a central tongue (24) in inter-
mediate position between said two lateral pro-
files (22b, 22b), said central tongue (24) being
substantially identical to the central tongue (14)
of the vamp (1); wherein said covering layer (2)
is joined to said vamp (1) by means of a seam
line (L1) obtained in the two central tongues (14,
24) after overlapping said two central tongues
(14, 24);

c) provision of a back portion (3) of the upper
(T), wherein said back portion (3) is formed of
two symmetrical quarters (30) joined in a central
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counter (31) and frontally ending with symmet-
rical ends (32);

d) laying of a covering layer of thermal-insulation
fabric (4) on the inside of said back portion (3)
of the upper (T), said covering layer (4) being
frontally provided with two symmetrical ends
(42); wherein said covering layer (4) is joined to
said back portion (3) by means of only one hor-
izontal seam line (L3) made in the central coun-
ter (31) of said back portion (30);

e) joining of the symmetrical lateral profiles
(12a’, 12b’) of the vamp (1) in said front ends
(32) of the back portion (3) of the upper (T) by
means of seam lines (L4);

f) joining of the lateral profiles (22a, 22b) of the
covering layer (2) of the vamp (1) at the front
ends (42) of the covering layer (4) of the back
portion (3) by means of seam lines (L5).

2. The process of claim 1, wherein:

- said back portion (3) extends between an upper
longitudinal border (3a) and a lower longitudinal
border (3b)

- said front ends of said back portion (3) consist
in flaps (32), each of them being joined with the
corresponding end of said lower longitudinal
border (3b) by means of a deep rounded cut (33)
- said covering layer (4) of said back portion (3)
extends between an upper longitudinal border
(4a) and a lower longitudinal border (4b)

- said frontends of said covering layer (4) consist
in flaps (42) that are identical to said flaps (32)
of said back portion (3); wherein each of said
flaps (42) is joined with the longitudinal end of
said lower longitudinal border (4b) by means of
arounded border (41) with substantially vertical
direction,

- said lateral profiles (12a’, 12b’) of said vamp
(1) are inserted in said two cuts (33) of said back
portion (3), in such a way that said seam lines
(L4) that join the vamp (1) with the back portion
(3) follow the profile of said cuts (33)

- said two lateral profiles (22a, 22b) of the cov-
ering layer (2) of the vamp (1) are inserted in
said rounded borders (41) of the covering layer
(4) of the back portion (3), in such a way that the
seam lines (L5) that join said covering layers (2,
4)follow the profile of said rounded borders (41).

3. The process of claim 1 or 2, wherein:

- said back portion (3) of the upper (T) is inter-
nally provided with a corresponding lining (34)
that is defined on each of its two free ends by a
rounded border (34a") with substantially vertical
direction, as well as provided with a profile iden-
tical to the one of said rounded borders (41) of
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said covering layer (4) of the back portion (3)

- said rounded borders (34a") of said lining (34)
are exactly disposed on the outside of said
rounded borders (41) of said covering layer (4)
of the back portion (3), in such a way that said
seam lines (L5) that join the covering layers (2,
4) of the vamp (1) and the back portion (3) firmly
join the ends of said lining (34) to the covering
layer (4) of said back portion (3).

The process of one of the preceding claims, wherein
the flaps (32) of the back portion (3) of the upper (T)
are provided with holes (F) for shoe laces.

The process of one of the preceding claims, wherein
said covering layer (2) of the vamp (1) is joined to
said leather back portion (3) of the upper (T).

The process of claim 5, wherein the covering layer
(2) of the vamp (1) is joined to said leather back por-
tion (3) by means of two seam lines (L6) that join
said two first flaps (32) of the back portion (3) in two
points of the covering layer (2) of the vamp (1).

Padded upper for winter shoes obtained according
to the process described in one or more of the pre-
ceding claims.



EP 3 701 826 A1




EP 3 701 826 A1

12a
22a
FIG. 2

il
N
e



EP 3 701 826 A1

FIG. 3



EP 3 701 826 A1

| i




EP 3 701 826 A1

10



EP 3 701 826 A1

42

1"



EP 3 701 826 A1

12



EP 3 701 826 A1

8 OlId

13



EP 3 701 826 A1

6 Old

14



EP 3 701 826 A1

e

15



10

15

20

25

30

35

40

45

50

55

EP 3 701 826 A1

9

des

Européisches
Patentamt

European
Patent Office

Office européen

brevets

[

EPO FORM 1503 03.82 (P04C01)

EUROPEAN SEARCH REPORT

DOCUMENTS CONSIDERED TO BE RELEVANT

Application Number

EP 20 15 7457

Categor Citation of document with indication, where appropriate, Relevant CLASSIFICATION OF THE
gory of relevant passages to claim APPLICATION (IPC)
A US 1 835 967 A (REED HARVEY D ET AL) 1-7 INV.
8 December 1931 (1931-12-08) A43B23/02
* the whole document * A43B23/07
----- A43B9/02
A US 1 922 051 A (MORRIS LAPIDUS) 1-7
15 August 1933 (1933-08-15)
* the whole document *
A US 1 873 222 A (SHAW ESTLE H) 1-7
23 August 1932 (1932-08-23)
* the whole document *
A US 2010/319221 Al (MCCLASKIE THOMAS E 1-7

[US]) 23 December 2010 (2010-12-23)

* paragraphs [0039] - [0043]; figures 6,7
*

TECHNICAL FIELDS
SEARCHED (IPC)

A43B
The present search report has been drawn up for all claims
Place of search Date of completion of the search Examiner
The Hague 9 July 2020 Espeel, Els

CATEGORY OF CITED DOCUMENTS

X : particularly relevant if taken alone

Y : particularly relevant if combined with another
document of the same category

A : technological background

O : non-written disclosure

P : intermediate document

T : theory or principle underlying the invention

E : earlier patent document, but published on, or
after the filing date

D : document cited in the application

L : document cited for other reasons

& : member of the same patent family, corresponding
document

16




10

15

20

25

30

35

40

45

50

55

EPO FORM P0459

EP 3 701 826 A1

ANNEX TO THE EUROPEAN SEARCH REPORT
ON EUROPEAN PATENT APPLICATION NO. EP 20 15 7457

This annex lists the patent family members relating to the patent documents cited in the above-mentioned European search report.
The members are as contained in the European Patent Office EDP file on
The European Patent Office is in no way liable for these particulars which are merely given for the purpose of information.

09-07-2020
cited i search report farond emberts) o
US 1835967 A 08-12-1931  NONE
US 1922051 A  15-08-1933 NONE
Us 1873222 A 23-08-1932 NONE

For more details about this annex : see Official Journal of the European Patent Office, No. 12/82

17



	bibliography
	abstract
	description
	claims
	drawings
	search report

