1 DESCRI PTI ON MANUFACTURI NG EQUI PMENT OF WEARI NG ARTI CLE 5 Technical Field
[ 0001] The invention relates to manufacturing equi pnments of wearing -
~articles such as disposabl e di apers. Bagkground Art :10[ 0002] A so-called

di sposabl e di aper (hereinafter referred to as a di aper) have conventionally
been known as an exanple of a wearippgcarircbr i ncl udi ng an absorbent main
body that has an absorbent body absorbing fluid and is applied to,a crotch
and a wai st-belt section covering waist around (see JP-A-2006- 15101970).

Di scl osure of Invenmmﬁt@@kmt@g@?p@hw% MEaRIfc AxeREran [0003] The

di aper is produced fromraw material to finished 20 product in its
production line, for exanple, using nonwoven fabrics, etc. as a material.
Thi s od j.on I generally a belt conveyor arranged therein. A
hal f - 2%np?g% eq gt pe}gﬁives on the belt conveyor while being supported by

the belt [0O0VEYyRie andedevbsesredfatsisat tonsnaamidtedirey hakhiipréneonplet ed
di aper and various constituent parts such as an absorbent body nmade of

pul veri zelepELPI @tkliekesn %Jr?é)etasnﬁlﬁfﬁépséé%'@rﬁi@%% absor bent body and
conplete the diaper as a final product.

Background Art

10 [0002] A so-called disposable diaper (hereinafter referred to
as a diaper) have conventionally been known as an example of a
wearing article including an absorbent main body that has an
absorbent body absorbing fluid and is applied to,a crotch and a
waist-belt section covering waist around. (see JP-A-2006-

15 101970).

Disclosure of Invention
Problem to be Solved by the Invention
[0003] The diaper is produced from raw material to finished
20 product in its productibn. line, for example, using nonwoven
fabrics, etc. as a material. This production 1line .has
generally a belt conveyor arranged therein. A half-completed
diaper moves on the belt conveyor while being supported by the
belt conveyor, and devices of stations combine the half-
25 completed diaper and various constituent parts such as an
absorbent body made of pulverized pulp, etc. or a sheet member
covering the absorbent body and complete the diaper as a final
product. |
[0004] When constructing the above-mentioned production 1line
30 from raw material to finished product, first, various devices
necessary for the production 1line are manufactured in a
dedicated machine factofy of a machine manufacturer.  These
devices are assembled in the factofy to finish a manufacturing
equipment of a diaper; then, a test-run is giving to the

35 manufacturing equipment to verify whether imperfection exists.



[ 0004] When constructing the above-nentioned production line 30 fromraw
material to finished product, first, various devices necessary for the
production |line are manufactured in a dedi cated machine factory of a
machi ne manufacturer. These devices are assenbled in the factory to finish
a manuf athareaftequi pheat oinafaitapeing t enipmerdst ofuntihs gidviepgrt oishe

35 manuf gcturin gui pnent to verify.whether jnperfection exists. .2
Thereaftg??aFHQHHgﬁafaéfﬁ%WW8d§§§Fpnﬁﬁtaofc?%tgg?%%br%anapgﬁgggnﬁféd?
accompdatedokd aprepéainer,tHd angperhedibe,a hagt ofy plaeelikd hen a

destination, and is installed on a foundation, etc. of the factory place in
sequencefo8h0BD5Pn Homever Of at ke A @fory domca Adr Siedushafidar di zed under the

JI'S or 15955 w&s&gﬂeraefg;e 4 Qi(ﬁ%ﬁgﬁfgg @af tar, the abavenpati eped

test-Tun, |t%?s necessary to di sasse manuf acturing equi pnment into a
size as gmal loas I®mxontahderdcan ateepivdat e trhemisihermbaye xlses ithewhi ch
if a device such as 10 a belt conveyor .,cannot be acco dated on. a %gvice

a

basi s, iEBPPY¥CRBERELGRGIt &Rl thEr disalSeMIGESSREYde A cB SRS ETRHE a tRgse,

the constiuctrheputiAg BihipRegeNeni Ongesi fecausandll takes nteneeld mBnf or
re-assenbly in the factory place. [0006] The invention has been nade in

vi ew of tkeorondehei bhah.15Theodl ene deses | bedvlabdve L andlean cad vashage
thereof is,to, provide a manufacturing equipnent of i rticle.such
P s potkbraclpar? FRATRANNE et dr e Lot ot Seag Casanre o1 -

as a isﬁo u uri ng equi pnmen ei'ng capabl’e "of "the

reducti opeeksaagQnsior Uairtoret idisfRfenthe marufeetitd ng Bguspaent efaskhe
wearing article. 20 Means for Solving the Problem [0007] In order to
achi eve the diia-rgEdciabebiBav#itageeCADr LARPPAI PESPBEE dft t hekFRvénti on

is a ”a”ﬁ%%ﬁtH&h@ngQUEQUEQEeﬁElﬁ weari g ardd Gl 8 1izpel udi ng an absor bent
mai n body and a

[0006] The invention has been made in view of the conventional

15 problems described above, and an advantage thereof i1is to
provide a manufaéturing equipment of a wearing article such as
a disposable diaper, the manufacturing equipment being capable
of the reduction of a construction time for the manufacturing
equipment of the wearing article.

20
Means for Solving the Problem
[0007] In order to achieve the above;described. advantéges, .a
principal aspect of the invention is a manufacturing equipment
of a wearing article including an absorbent main body and a

25 waist-belt section, the absorbent main body having an absorbent
body that absorbs fluid and being applied to a crotch, the
walist-belt section covering a waist around, including:

a plurality of units
that are movably arrangedAon a unit basis,

30 between which a half-completed product of the wearing

article is transferred along a certain first direction,
that respectively have a planar size in which a length

in a second direction perpendicular to the first direction is
longer than in the first direction,

35 whose respective height ‘and lengths of the first



25 wai st-belt section, the absorbent main body having an absorbent body
that absorbs fluid and being applied to a crotch, the waist-belt section
covering a waist around, including: a purality of units that are novably
arranged on a unit basis, 30between which a half-conpleted product of the
wear i ng @&kreelion sand ahbeepeeandl dageatéent are MitHindier extioEange so

t{hat . | . N . . .
direct o ger Enart 5 Be8 BRe crEpSBeale i fErBrusRet, Iy hanBoRlRiner
di r ect i oigc@bmhos et espectliyvehdisghtstandakrengthd of the first 3 direction

and the second direction are within a size range so that the units can be

respectively acctmodatRaF iy el Yo ointdiof8r 2&cdBraFng ot he JI'S or 1SO

standard, and that fespegtiyMely ipar fiRnmeat keaask19ne Ofsipa st emid which
pul veri zed pulp is shaped into the absorbent body, ‘ a step in
whi ch t hebsbsoeientodiody i s sandwi ched between a first sheet nmenber and a

second sheet nenber, and _a .continupus .body. of the absarbent nain ba i's
formed, 10a step i if wii-eh éF]Igg% Haﬁﬁg?tgg?oﬁb%%TtBgﬁgnéﬁ% 88H§W%Fg¥?ng
the wai spebpddn seckiiepti shpeaduetthera Sl i seticChsiider anntibaousndody of
t he absorbent main body is severed, and the absorbent main body is

pr oducedSort SRepus PQdy <t & pnialssrrheme Feif Breiehf starred,

10 a step in which at least a part of a belt element
constituting the waist-belt section is produced,
a step in which the continuous body of the absorbent
main body is severed, and the absorbent main body is produced,
a step in which a pair of the belt elements are
15 affixed to both end sections of the absorbent main body,
a step in which the absorbent main body is folded in
two, and the pair of belt elements superpose,
a step in which the superposing belt elements are
joined at intervals at a to-be-joined portion, and the waist-
20 belt section is produced, and
a step in which severing is performed corresponding
to the to-be-joined portion for each waist-belt section, and
the wearing article is formed.
[0008] Features of the invention other than the above will
25 become <clear by. reading the description of the present

specification with reference to the accompanying drawings.

Effects of the Invention
[0009] With the invention, it is possible to reduce a
30 construction time for a manufacturing equipment of a wearing

article such as a disposable diaper.

Brief Description of Drawings
[0010] [FIG. 1] This is a perspective view of a diaper 1 as a

35 ‘wearing article 1.



15 affixed to both end sections of the absorbent main body, a step in which
t he absorbent nmain body is folded in two, and the pair of belt elenents
super pose, a step in which the superposing belt elenments
are joined at intervals at a to-be-joined portion, and the wai st-20 belt
section is pfottced] Bhils is a plan vigwstdEpwimovd chitstes ek nghish péhEor ned
correspoﬁrj;di n(g tf the to-b ;#e]gaittned portion for each waist-belt section, and
t he wear FhgPaft1ct® I-°40 '“+ [0008] Features of the invention other

than the aboyerwi |3]) r1@5 recpsrea cdesds-yedaaiang vike deseni ptbag ofithe
pr esent sgecyfl cation with reference to the acconpanying draw ngs. Effects
of the |AVENdiNonF®008) Wich FRE-i MPentf od, §H05% Fddiobrd tbi§edte&er 30

constyg uct | thre_ facturi j i i h
SONSHShL 90! LTS LEL SuTHIAL A M BRY 81, pbesELio gatichecgich,

This is a0Operspective view of a diaper 1 as a 35 wearing article 1. 4
[FIG 2] This_is a,pl .vView showing a state in ich.the diaper 1. i

opened fl at . Tric. fEI %?‘l:?] B G BATTR® t%Y%sg%gé‘%\(lz\?f)anéﬂwgﬁfféﬂgnbﬁﬁ&ng
LTT-T1T EDekbGrs 223 angs RUG 3 3Bd $t-dQrosecsachi onal view taken 5 al ongin
FIG 3A, show ng only an absorbent nain body 10. [FIG 4] This is a

perspective VF&a f &l iT1GMkt raki reched? erendayoury, 25 of rarHAPSTIBENg
SeCHkpn éguipment 30 of the diaper 1.

[FIG. 6] FIGS. 6A to 6F are explanatory diagrams showing a
producing process of a surface sheet member 12, etc. in an
absorbent-body-shaping unit U2, and cross-sectional views
showing the surféce sheet member 12, etc., taken along a width

15 direction.

[FIG. 7] FIGS. 7A to 7J are explanatory diagrams showing a
forming process of the absorbent main body 10, etc. in an
absorbent-main-body-forming unit U3, and cross-sectional views
showing the absorbent main body 10, etc. taken along a width

20 direction (the same direction as a CD direction).

List of Reference Numerals

[0011] 1 diaper (wearing article), la Jjoined body,

3 torso opening, 5 leg opening, 10 absorbent main body,
25 10a end section, 10b end section, 11 absorbent body,

12 surface sheet member (first sheet member),

13 tissue paper, 14 nonwoven fabric,

15 back face sheet member (second sheet member) ,

15p folding-line portion, 15s end sectibn,
30 16 leakage-proof sheet, 17 nonwoven fabric,

18 rubber thread, 19 rubber thread, 20 waist-belt section,

23 belt element, 23s both end sections,

23m intermediate product,

24 nonwoven fabric (third sheet member), 25 belt element,

35 25s both end sections, 25m intermediate product,



[FIG 5] FIGS. 5A and 55 are | ayouts of a manufacturing 10 equi pnment 30 of
the diaper 1. [FIG 6] FIGS. 6A to 6F are explanatory di agrams show ng a
produci ng process of a surface sheet nmenber 12, etc. in an _
absor bent - body-shapi ng unit U2, and cross-sectional views show ng t he
surface 3heetulplemerhngad et mmcé}wn@gaeﬂpélpmell& d?k ety on. sheet, [FI G

7] FIGS. ,7A re e a Y. W ocess of the
absor ben?znﬁgﬁ%e]a%/ 90, X% c%%lﬁjr Su%é% or er?tﬁlaﬁél ggbg&?ﬂt& g}ﬁnﬂln%)fum t U3, and
Cross-segti ohayevigysdshon 41y the dbsomeenterngi A8bodyedfingtcoltaken al ong
a wdth 20 direction (the same directigon as _a CD directj f” . List of ‘
Ref er enc®? Nudetaf srCEJO]Efirlr] I\f@é&ﬁ Tng °&Pt | EPEY, rPia‘F i ned body, 3

torsg opsﬂbngtu]?nllecglpep@mw @éowﬂ%rit TRl nghedy, r251dPa end section,
10b end section, 11 absorbent body, 12 surface sheet nenber’ (first sheet

menber), 613 rqn‘sst:encpacpmm ammnm\ﬁ@pafr@tmsc},, 8 bavkténceokheet nenber
(second sheet_nenbe rg r]ﬁg éjén Ilr}le Ip%étl on, 15s end section, 30 16
| eakage- %Zrloofpg?l%%\l 7 Tronwov fa SFibber t hread, 19 r ubber
thread, 20 weistfbelingeglidinhg Zﬁenbﬁ;lrt, el ement, 23s both end sections, 23m
i nter medi at e product, _ , '
rotating drum (sealing apparatus), 72 slitter,
10 73a  turn roller, 73b turn roller, 74 guiding member,
81 first heat sealing roller, 82 second heat sealing rollei,
91 base plate, 92 base plate, 93 base plate, 94 Dbase plate,
95 base plate, Ul pulverized-pulp producing unit,
U2 absorbent-body shaping unit, .
15 U3 absorbent-main-body forming unit, U4 joining unit,
U5 intermediate-product producing unit, G foundation, S gap,

LC line center, Pb folding position, Pc folding position,

Best Mode for Carrying Out the Invention
20 [0012] At least the following matters will be made clear by the
description in the present specification and the éccompanying
drawings.
[0013] A manufacturing equipment of a wearing article including
an absorbent main body and a waist-belt section, the absorbent
25 main body having an absorbent body that absorbs fluid and being
applied to a crotch, the waist-belt section covering a waist
around, iﬁcluding:
a plurality of units
that are movably arranged on a unit basis,
30 between which a half-completed product of the wearing
article is transferred along a certain first direction,
that respectively have a planar size in which a length
in a second direction perpendicular to the first direction is
longer than in the first direction,

35 whose respective height and lengths of the first



24 nonwoven fabric (third sheet nenber), 25 belt elenent, 35 25s both end
sections, 25minternedi ate product, 5 26 rubber thread, 30 manufacturing
equi pment, 31 pulp sheet, 33 pulverizersg, 39 pulp supplying duct, 41 turn
roller, 42 layering drum 47 guiding nmenber , 48 pressing roller, 49 guide
rol ler, &Oragttiiten rohd etheS52acbudn diekkedon552b tithinold esizebrguiaeso

roller, 60 guide roller, 61 rotating drum (joining a ratus), 63 cutter
rol |, 64gtassiiie PBFF%rca]@S@etEﬁﬁpPgFFg?lyGBC?Wg%?ggﬁgl@u?dFﬂEj fefber, 67

rotati ”ga?éd%lfj@ﬁ‘aﬂd NG, ARP U0 62 askhther and0 73a turn roller, 73b tur n

roller, 74 gui nber, 81 first heat sealing roller, 82 second heat -
sealing roller, tmt bmqﬂmn@lwzemi@emplaat éeaSB ba%eO@l ate, 94 base plate,

95 base plate, 01 pul verl zed- produci ng nit, 02 absorbent:-body, shapi ng
uni t% 15 03 absor beht Sh@ nt 802'5 fggr rﬁuﬂver FH é)itlljpmlnsi n%h'sipm l%ﬁo thd
i nter n’Edé\kaé@rk%IQtdL&édp,r oducing unit, G foundation, S gap, LC I i ne center,

Pb folding position, Pc folding p05|t| on, Best I\/bde for Carrying Qut the
| nventi on 20[ 0012] &t SE8Bstitt hEREERI dvishg2 AeP FReRE WbIOIdYbelsrméén%WééheSy t he

between a first sheet member and a second sheet member, and a
continuous body of the absorbent main body is formed,
10 a step in which at least a part of a belt element
constitutiﬁg the waist-belt section is produced, '
a step in which the continuous body of the absorbent
main body is severed, and the absorbent main body is produced,
a step in which a pair of the belt elements are
15 affixed to both end sections of the absorbent main body,
a step in which the absorbent main body is folded in
two, and the pair of belt elements superpose,
a step in which the superp051ng belt elements are
joined at intervals at a to-be-joined portion, and the waist-
20 belt section is produced, and
a step in which severing is performed corresponding
to the to-be-joined portion for each waist-belt section, and
the wearing article is formed.
[0014] With this manufacturing equipment of a wearing article,
25 the wunits respectively perform at least one of the above-
mentioned eight processes that are necessary for manufacturing
of the wearing article. The units also are movable on a unit-
basis, and are within the size range so that the units can be
respectively accommodated in a container according to the JIS
30 or ISO standard.
[0015] Accordingly, when the units are transported with the
container, and are each set 1in a factory place in the
destination, at least the processes to be performed. by the
units can be performed immediately without assembling devices

35 in the units and performing the position adjustment.



description in the present specification and the acconpanying draw ngs.

[ 0013] A manufacturing equi pnment of a wearing article including an
absorbent main body and a wai st-belt section, the absorbent 25 main body
havi ng an absorbent body that absorbs fluid and being applied to a crotch,
t he wai stThéedfosect ion icoviess s lee wad Stsharasend,a |cwludivigzica ptimal Eby of
units that are mpvably arranged on a unit basis,, 30bet ween whic

. h a
hal f - conpl'@t BaNPFBELEF1BY EAEIRBSRFnQtarthcl B35 NG atst € red aP6RgIgs-

certain fLfste %éﬁ%iQf‘an%ported ghathd espactinegly thavena Bl aRamnsshzesi n
which a Iength in a second directi'on perpendicular to the first direction

i s | ongecanhardf filciene v rise discenbiled, 35whostedigspect inaciheighttaghary

| engths of . the firs 6.di rectiagn d the sec Lrecti e wthin a

si ze an‘dét%og?ﬁé?a%ﬁ% GReLs @51% l}gl%r e%l&ec‘tivgﬁgrg%%%erﬁmggt gé P\#Stg%rﬂe

cont ai negoacrdidig to theall Soaktk-fOrsbvandaimk dnd that hespgeicitvelyg
performat |east one of 5a step in which pulverized pulp is shaped into the
absor bengapdeient of the wearifigiaiH Swhi ch the absorbent body is

sandw chegybei Wean 1 f | r%ggg@fﬁgwﬂ%ﬂp@gﬁa@ sgcend; shegl menper, apd a

continuous body of the a ent main body 1s formed, 10a step in which at
| east a pactnof dd deeltticel epenperdnstlaut itog the Jdirst- bél teseten onliosg

Pr OdlLbced\’Nhgcﬁt E;c%el nh\é\qifggo%ng‘fe%ggt ipnruoo usctbogﬁé Ogheg h%e%??.rqc&be:%ticle is
transferred between the units is longer than the first
direction. Therefore, while securing wide spaces in the second
direction for arranging devices, materials, and the like in the
units, a total length of the manufacturing equipment of the

15 wearingv article can be shortened in the first direction in
which the half-completed product of the wearing article 1is
transferred bétween the units. As a result thereof, it is
possible to increase the transferring accuracy of the half-
completed product of the manufacturing equipment as a whole;

20 thereby, the wearing article can be processed more accurately..
[0017] In such a manufacturing equipment of a wearing article,
it is preferable that between at least one pair of the units
among the plurality of units, the half-completed product of the
wearing article is transferred by continuously extending thle

25 half-completed product b'etween the pair of units and
transporting the half-completed product. |
[0018] With this manufacturing equipment of a wearing article,
it 1s possible to reduce the accuracy requirement for the
. position adjustment between at least a pair of the units. This

30 is for the following reason. When manufactufing the wearing
article, the half-completed product is continuously extended
between the units, and thereby the half-completed product 1is
transferred between the units. VTherefore, even if there 1is
some mismatch of the position adjustment between these units,

35 the mismatch is absorbed due to flexible deformation of the



mai n body is severed, and the absorbent main body is produced, a step in
which a pair of the belt elenents are 15 affixed to both end sections of

t he absorbent nmain body, a step in whi¢h the absorbent main body is fol ded
in two, and the pair of belt elenents superpose, a step in
whi ch t heosuperposi gyl betanelereshtsravet.oi ned at intervals at a

t o- be-j oi ti.0 and,_t he wai st - belt sectian i roduced, _an

a step i wgfg%gﬁlﬁesselv&gérsl’nglFs lpser Porne ng&roesélgﬁ%i nag F%lgheccfnﬁfet}’eo-ﬁ o?ﬂléd
portion fesineacht iagsthbehtlsecdbhphetaddpthuaearssgtiadt i the hsmber ned.
[0014] Wth this manufacturing equi pment of a wearing article, 25 the units
respect i YoMyt HerEBE m WVIGEst Une tHF t RANRbIVELFEMT | GHBU-RBISGHt ProcEBSes
that qre necessary{ofc mpuhact i ngpf the wearing article. The units also
are novable on"a unit basis, and are within the size range so that the
units can0B20} espestdlvel ymagebanbdated equapmant abher aceordigngrtocihe JIS
30 or 1SO standard._ [0Q15] Accordingly, when the units are transported with
The cont it ners ST oo T | N8 TRV Orgo B St (PTG | RPFBRT at

| east thenpregesses to be perfornmed by the units can be perforned

i medi ately wi thout assenbling devices 35 in the units and performng the
posi ti on adj @8t erRorbeptTRalafr BPey -itPrmingossilyl ethat snedtnen e ohdthlicti on
time 4 or fhe mpuhact U%(‘gngwﬁﬂgﬁ p@“pﬁﬁ:aw@ Wed | Eﬂear%&! erfESHAAS e

bef ore being transported by e contail ner, {he units thenselves can
efficienplycbe asksenpl ed fhowa deEdiccatiecd nachi nene askopyd5 siddt dedmbatred
tools and the |ike. ,Therefﬁ{ae, it i1s ﬁossi bl rité}%sgifprten total .-

const r ucEPBRIEFARSf &F Hhe hadiif SeTert %P'ecﬁn% L 3T Ne thEaFCRG L APORE €.

body of the absorbent main body continuous 1in the flow

direction, and
15 a joining unit that joins the belt element constitutiﬁg the
waist-belt section and the absorbent main body, wherein
the absorbent main body is in a state of a continuous
body along the flow direction, and is extended from the
absorbent-main-body-forming wunit to the Joining wunit and
20 transferred to the joining unit, and |
in the extended portion, a weight of the absorbent main
body is supported by only tension of the absorbent main body.
[0021] With this manufacturing equipment of a wearing article,
it is possible to reduce the accuracy requirement for the
25 position adjustment between the absorbent-main-body-forming
unit and the joining unit. This is for the following reason.
When manufacturing the wearing article, the continuous body of
the absorbent main body is extended between  the units, and
thereby the absorbent main body 1is transferred from the
30 absorbent-main-body-forming unit to the joining unit.
Therefore, even 1if there is some mismatch of the position
adjustment between these units, the mismatch is absorbed due to
flexible deformation of the continuous body of the absorbent
main body. |

35 [0022] Besides, it is possible to omit a belt conveyor for



[ 0016] Further, regarding the planar size of the units, the second
direction perpendicular to the first direction along 10 which the

hal f - conpl et ed product of the wearing a&ticle is transferred between the
units is longer than the first direction. Therefore, while securing w de
spaces i hréhepsecong dheecthsrrifant aneangboegydeviceshamattée atwnbeindothe
like in the pnjts, a total |ength, of the nuf act uri ng_equi nt_.of .the 15
weari ng SPPFEFEU%%B be" §hort ered F%eth@aFgﬁi?{Hf}%%ti%h?ﬁ#@%ﬁfcﬁfth%ge

hal f - compkegteflygpspduete ofait hee Weaidigi article is transferred between the
units. As a result thereof, it is possible to increase the transferring
accur acy [8P28helthaf¥Cle opplenBdeprbaiicd BEULHBeHandf adt HFRKGREqAIrpAERt as a

whol & 2Q.thege f&%mri% r gl enGansRer PELGESSEM MR B EUrRLEelY -
[ 001 I%tsug gxﬁ%nu acturingtgqukpneﬁt o{ a mear?ng afiicle, it is
pr ef er abliecihdésbet ween at | east one pair of the units anong the plurality

of units, the half-c | et ed product of the ri article is.transferred
by continuou@Pya%ngﬁgBﬁﬁkpag—ﬁgaﬁépg-&5ﬁﬁléi p?%ﬂﬂ%? gg?méﬁ%vFﬁézﬁ ir of
units angdytpansper thag abherbeht- ¢enpl eted Fﬂ@@@%’f +hk0QE8br¥Ehh bbus at
manuf acturi ng equi pment of a wearing article, it is possible to reduce the
accur acy ar equteéneni tebr inhehposiev ofl belf usehent et Wdés tatshegds megbgai r of
t he its, Thi i : f ing r .. \When manufacturing the -
weafﬁgg %PP?gbg?gghgﬁh%ﬁ%-%gﬁ%l%%%%%%Q%Huggﬁggﬂgbntinuously ext ended
bet ween the uni tse dndstthestednt thenbat f oaompliethedt iy odluedribesntt r andferised
between the units. Therefore, even if there is. 8 coptinuous hgl%éc%ggleted
r

product . PL86E9] 1BeSd68 et HroTphddE RRE YRR oL YhENEPLBRAVEDS

transpor ti,ag - HBg+ bak i ncOHB) et 8 PEPdUCH i SO Lhat thenrweberdof gonstiruent
devi ces of the manufacturing equi pnent of the 5 wearing article can be

reduced. apg02bpnt nusbehbedymhefatrrimg equioment of a wearing article, it
o~ iferable tgﬁtt$29éE%EH&%&‘H%{E%O‘?ﬂ&%?ﬁﬁ;éU&%“?ﬂibﬁgﬁgggén%“body

absorbent - mai n- body-torni ng unit J'oi ns e firs menber “on
whi ch a phdr ahkt yiektt becabsaeheat bodi esppbaiced @l ang va tfdreaodi recttihen and
t he second sheet menber continuous in the flow direction, and that forns

the coptﬁ665655588§_ﬁfm?ﬁ5'absorbent mai n body continuous in the flow
di rectiongoang wWba, j PhDingaHRkhcthat nfobRsibhenbebt &l enmnt neonstiitutd ng

t he wai st-belt section and the absorbent main body, wherein
it 1is possible to reduce the accuracy requirement for the

20 position adjustment between the absorbent-body-shaping unit and
the absorbent-main-body~forming wunit. This 1s for. the
following reason. When manufacturing the wearing article, the
first sheet member is extended between the units, and thereby
the absorbent body is transferred together with the first sheet

25 member from the absorbent-body-shaping unit to the absorbent-
main~body;forming unit. Therefore, even if there"is some
mismatch of the position adjustment between these units, the
mismatch is absorbed due to flexible deformation of the first
sheet member.

30 [0025] Besides, 1t is possible to omit a belt conVeyor for
transporting the first sheet member on which.the absorbent body
is placed, so that the number of constituent devices of the
manufacturing equipment of the wearing article can be reduced.
[0026] In such a manufacturing equipment of a wearing article,

35 it is preferable that the manufacturing equipment further



t he absorbent main body is in a state of a continuous body al ong the fl ow
direction, and is extended fromthe absorbent-nai n-body-formng unit to the
joining unit and 20 transferred to thelpoining unit, and in the
extended portion, a weight of the absorbent main body is supported by only
t ensi on ofictwdesabsor bent main body. [0021] Wth this manufacturing

equi pnent of_a arin rticle, it is. possibl r - C _
requi r ement ?Opﬂﬁﬁgr gegongPo r%%?%%ﬂ%eﬁﬁageﬁﬁégn %ﬂgﬁﬁgkg% & E5§8¥

absor bent : pai e bedyd s dgdamitheand 1vke ijzednpogpunivherdims is for the
foll owi ng reason. Wien manufacturing the wearing artjcle, the coniinuous
body of the abstt®eRELHBFHZBAAYHIE g%téﬁ&ﬁﬂ%%ﬁmﬁ%nt%ﬁeahﬁpf ?nﬁﬁgoaﬁéreby
the apsorh i body is transferred fromthe 30
abso?%ent-%géﬁgg%dy-forning unit to the joining unit. Therefore, evenif

t here is[80¥e] Midiattohi ofmahef position ediustentobet weearihgsertnicts, the
msmatch_is absorbﬁg ue to f%ggjble deformation of the continuous.pody of
the absoPbBRt ni roibody. 351 0622P BEEI'des® i 1157 Powsi % fo Mt Abel t
conveyor ckee118nt raanspoitd ngr the: Adsardbant awnigveady, so that the nunber of
constituent devices of the manufacturing equipnent of the wearing article
can be réf802eH.In Jwop3} PAnsfertarmmubdetbirehy efuhpheATiBy aThestPng
arti-cle, ;5 ifgi e 4 hat Hf actut i ng, ey AnenRt, f urther,
incl@desl§ £%nﬁ% 5%%%%%3%bgﬁ%&Shgg?ngﬁgnFt tﬁgtﬂg%aggé he pulverizgé pul p
into theiabsodbent body, and pl aces the absorbent body at a certain pitch
in the flowdirection on the first sheet nenber 10 continuous jn the flow
di recti on, mﬁ%re}?FermeéHat?TR¥Q§a%H"Hﬂ%§§FlH§nbEPan %hﬁ?ﬂ13§ﬂ§%ﬂ§§or88nt
body is phaggdelisaextppded-{romthe mbsordenicRothassiapnng whiit-dt ehktbe
absor bent - mai n-body-formng unit and transferred to the

absor bennewagn- bodgredr mi ng unit, and 15in the extended portion, weights of
t he sorbent b LSt r e oLte nsi on
of tho 11t shedt RRBEREelbb3aPRIRER T s Mot 2ot o o Sac pRaRLosE 5
wear i ng Bodiycl @long itsheposSidi e diceredone t hadactsir acytaretpd r ément ftoe t he
20 position adjustnment between the absorbent-pody-shaping.unit and th
absorbenﬂnﬁﬁFﬁggbﬂ§@TQﬁ?é%ﬁfIﬁﬁ?.u%ﬂﬁ% PElForp?h§j¥%l 8%ﬁﬁﬁgre qh.a en

manuf act UrhRgrtheeMeas i Nige &Y 4161y e first sheet nmenmber i's extended
between the units, and thereby the absorbent body is transferred together

with the first shedhe25niesitad f PORT PR aBsotDERE bdbly FBRagiigFid 36 t he
of 110 pBSPEIER o Lot U Het vt Thede GRrTeot he m St R e Boae bed
due to fbexthte, defidrmati on of the first sheet nenber.
in the joining unit, the belt element is produced from
the intermediate product.
[0029] With this manufacturing equipment of a wearing article,

25 it is possible to reduce the accuracy requirement for the
positién adjustment between the intermediate-product-producing
unit and the joining unit. This is for the following reason.
When manufacturing the wearing article, the continuous body of
the intermediate product is extended between the units, and

30 thereby the intermediate product is transferred the
intermediate-product-producing unit toA the Jjoining unit.
Therefore, even if there is some mismatch of the position
adjustment between these units, the mismatch is absorbed due to

flexible deformation of the continuous body of the intermediate

35 product.



30[ 0025] Besides, it is possible to omt a belt conveyor for transporting
the first sheet nenber on which the absorbent body is placed, so that the
nunber of constituent devices of the nkhufacturing equi pnment of the wearing
article can be reduced. [0026] In such a manufacturing equi pnent of a

wear i ng B¥@3Q] 8esdsleisty st prief epapsebihattor hemhanagf aee bk i FYIEGYPEMeheT
further 0 i e : iLzed-pul p-pro i nit ot Nat Ul VEET zes
a sheet-?h%é%%%%%aidt%?oéﬁggg \éﬁlellaégl \;Je}?)ld;&e "pu p,.egﬁgrletlhﬁ 4 Vet

t he pul vesneedtyeitp idevsiuppl | ed t ahthenabsbadant -ropdybudpapnng afii tth§0027]
Wth this manufacturing equipnment of a wearing article, since a sheet-1like
pul p can"er Y i Ve ¥d <3 hst di5%ice%dexcel | ent handling of materials is

achi evedrg31 | QQ28J,d $ughn @ DBy act Wi ngeHt poent obaaiNeapipgcapticle,
10 it is preferable that the manufacturing ‘equi pment further™incl udes

an i nt eriedicaee-jrioduct -producithg wmitth téad peodices axf itHier akdpabent
product of. thlg elt ele ntbebased on a tr}li r% ﬁheeetle”% er h‘é\hg eg)]rg 1r51,tche

i nt er redat’e PFOUULYY iCTh E stAt'E o Lont |en&ous Bloay’aFong he lPiaow
directi oflai@nbolis B¥teagded rfieamihedvirempedital ec@itiducirprasici g uhnet to
the joining unit and transferred to the joining unit, _ in_the
ext endedPRREPOME AR ghPORdY t hBtPnt @r nBBFBREN 201 pRtluct 1Ts Sippofied by
onl y,  ensj he i ntermedi ate product, and in the joining unit
the&rg)el t&iefgcrrg%?ﬂi S produced fromthe internedi ate product. [0029] Wth

t hi s manif @e2 Lirlinngs wegui preabu Hd clauweay | aguipnerdd eof 25 weaksnpossibbéet o
reduce the accura requi rement for the position adjustnment between the

i nt er medt at &2 pﬁ)%%ﬁ%%@%%o rIE‘r:g unit and the joining unit. This is for the

fol I owi ng r egsonun WiemamNUract i@ ddie wearkBy ahti cl e, the continuous
body of the internediate product is extended between the units, and 30
thereby the @ nEeRfediaeet pRedliee P§ erahsiodr rtd@ tHeits is fixed to and

LSO P Lt reIa T Lol A 18, uELE, ThRLETote ppten,
m smat chcossabsoeheddaiuecd .0 fl exi bl e deformati on of the continuous body of
the intef&@?&?%ﬁiﬁ?Tﬁ%&g%&%hnkmmuring equipment of a wearing article,
the units can be moved surely on a unit basis.
[0034] In such a manufacturing equipment of a wearing article,
20 it is preferable that
the base is a level plate member,
the constituent device of each of the units is fixed on the
plate member corresponding to the unit of the constituent
device.

25 [0035] With this manufacturing equipment of a wearing article,
since the base 1is the level plate member, it 1is easier to
arrange constituent devices of the units.

[0036] Further, since it 1s possible to position lower the
height of a processing position of each unit, the processihg

30 accuracy of the unit can be increased. The details are as
follows. Generally, to increase the positioning accuracy of
objects positioned in a low place is easier than in a high
place. Here, the constituent device 1is directly placed and
fixed on a top face of the above-mentioned plate member.

35 Accordingly, the processing position (pass-line) of the



11 [0030] Besides, it is possible to omt a belt conveyor for transporting
the internedi ate product, so that the nunber of constituent devices of the
manuf acturi ng equi pnent of the wearingilarticle can be reduced. 5[0031] In
such a manufacturing equi pnrent of a wearing article, in the joining unit,

t he bot hcenst seetnonsdefithe absortbentpominidisdy dwyesacwibéojisi neding one

belt el ement, the absorbent main body being forned b ing. th
cont i nUGUG BUEY O t haUabasbent- el rPBoty 1 e o Lorthi FoTehot Aefn chRe

flow 10 divestsong dd32]od n (pueb-ainenuf actay i ag egsth pentitof bacweasi ng
article, it is preferable that the units have their respective base, and
a constiPoepibHevieelpfreash oie tMeCtRTINd RIGNeEY @fakde15088pa6RERE by
t he q§sed§9£5g§ponding to the unit of the constituent device. [0033] Wth
t hi s manuracturing equi pnent of a wearing article, the units can be noved
surely on0@3uhiRutidsirs. since[ 0834¢orstisucinta nemiutact cem ngpeequiipreentyof a

wearing article, 20 it is _preferable that the base is a Jevel plate nenb ,}
the consPLEGER: Oevi cEOBT fB5eh B the HARES MEMPPEed ‘n YhebpPatifetber

correspopdifgnt 0 hheeknbtapiohhecgonshit ugnt,cdevigg. 28ch0839] Wkt hihbis
manuf acturing equipnent of a wearing article, since the base is the |evel
pl at e nepbestitvents eksiigre,t other sjederstiitnentedeyi dakedl the weicus.

[0038] Fupihet, sid %%tii%uie%tpods%@te {9 ngéé&i:i?@dl 5 %Q%Q%hg@t oh 3
processi ng position of “each uni t, € pro Si ng accuracy o t Be i t
can be ipeaeased. beecdeimidistiaraa 1a5 f ohl aws.sGepenal | ypoatrd | figsease the
positioning accuracy of objects positioned in a ace is. easier than in

| ow pl
a hi gh pPaielHeRrd heteBrst iR  tdeVPERIFRLHY r 8861 y1 DI BEEF1ERE ©on @

foundation. The panel board supports the constituent device at
one end of the device on a vertical plane of the panel board.

15 However, in this system, a weight of the constituent device
makes the panel board curve considerably, and it is difficult
to maintain the positioning accuracy of the constituent device.
As a result, the processing accuracy of the constituent device
deteriorates. In this regard, if the constituent device 1is

20 placed on the top face of the plate member, it is.possible to
inhibit deformation of the plate member, and to prevent
deterioiation of the processing accuracy of the constituent
device by increasing the positioning accuracy ~of the
constituent device. |

25 [0038] In such a manufacturing equipment of a wearing article,
it is preferable that

among the units, units adjacent to each other are connected
by a connecting member that is between bases of the adjacent
units.

30 [0039] With this manufacturing equipment of a wearing article,
it is possible to maintain in the 1long term positional
relationship between the units after the position adjustment
without iﬁstalling and fixing each unit on a foundation of the
factory place by an anchoring member such as an anchor bolt.

35



fixed on a top face of the above-nentioned plate nmenber. 35 Accordingly,
the processing position(pass-line)of the 12 constituent device can be
positioned | ower w thout using unnecessary legs, etc. at a portion
positioned | ower than the processing position (pass-line). As aresult, it
beconmes posskddarding Mtraasy thre iprlecéssirg accuracy of the constituent 5

devi ce. 7]..Further, since a.constituent_device can be directly placed
on a top[(%(g% _c?flrtsﬁe ol Hte n%%gjr?uﬁtjr%npoggi bfe twc?aﬁrlé\gentala%lt%lrelyor tion
of the prhocesstngr&ECULaRY a0nanigacenst njuefuigernee 30t her deter peesthon

being likely to occur 10 when the constituent device is supported by a

so- cal | egrpr@idteboak @, dReFELReCi fTRAI VYT Rdt AF 5L phhel béaﬁdsgygﬁéﬁﬁdt he
panel; bogrdhsfands yg o verligalklyeandyLs peavhdedan & Joundati ogs The
panel” board Supports the constit ent-devi ce at one end of tHe device on a
verti cal spbameinf Filite pagnethdodi giped 51 However ,so+raliiesl gystitesn skhapei ght  of
t he constitgﬁnt devi ce makes thg E% el board curye considerably, gnd it is

0

di fficul ¥Pt nﬁiﬁﬂﬁ%?t?ﬁ??ﬁﬁﬂt g “adtracy” of “Eh&PEGRSESt uknt” dé¥fce.
As a resybiped her Pk 08854 NG accMnates ofn tAes SoRsk kdent pdayl 68 that is
deteriorates. In this regard, if the constituent device is 20 placed on the
top faceapplid¢d pbatbenenbeeh pPf Rswpessichl éntdoai mwhilbttbdetosration 8P the
pl at.e, mepber , .and_t o prevent_.deferiqgrati ne, pr i ur.acy. of
thejcons ?%ugﬁf d@%iggebfﬁgﬁﬁ%eégiﬁgm3h%gg%g%t%ggpnégggﬁﬁfggyé%% P%ggt
const i t uepbudeyvi ce. 25[0038] In such a manufacturing equi prent of a wearing
article, i referabl e that _annng@the units, units adjacent to each

it
ot her ar éb(é@)ilié%tcéd By & cénretdt n§iR¥nbeioY i Ps HaieenPbade<Chor tRe

adj acent guphts. 130[0039L Vit R1bRI $ s act Ui o LAl RIBRL LT + a sweak bAY
article, it"is possible to maintain in the |long term positional
rel ati ongdhi p asetavepnsthéonniviheraf tigre t Heipbsheibnsadivonnett abehduthe

installing.and fixing_each uni n o] pon,qf th ry_plLace ;hy an
anc giinag%%%b%£ %ug%aggranlgkéhgrbgéﬁtgag%%hgzggRgéagdggéhgeﬁﬁgﬁggiggicIe
1 === [0848)] aFipslt t Beeponti gur adri o8 afack Weadd ngidsti cl®n 1this opened

state, the diaper 1 i1s formed with both end sections 10a, 10b
of the absorbent main body 10 in a longitudinal direction
adhering to a pair of the belt elements 23, 25 in such a manner
20 as to extend between the pair of belt elements 23, 25 lined up
in parallel having a certain space therebetween; an external
shape of the diaper 1 is substantially H-shaped when viewed
from above. Note that, the bevlt element 23, one of the belt
elements, is a belt element on a front face side, and the belt
25 element 25, the other of the belt elements, is a belt element
on a back face side.
[0042] As well as the absorbent main body 10 is folded in two
using its central section in the longitudinal direction as a
folding position Pb, the belt elements 23, 25 opposing each
30 other with the absorbent main body 10 beinhg folded in two are
welded and joined at both ‘end sections 23s, 25s to be in
contact with wearer’s sides. Then, these belt elements 23, 25
are connected in a ring, to form the waist-belt section 20.
Thereby, as shown in FIG. 1, while a torso opening 3 is formed,

35 ends of the waist-belt section 20 and the absorbent main body



manuf actured with a manufacturing equi prent 30 of the present enbodinent is
descri bed. The wearing article 1 is a so-called 5 diaper 1. FIG 1l is a
perspective view of the diaper 1. As shegwn in FIG 1, the diaper 1 has a _
so-cal | ed pants shape on which a torso opening 3 and a pair of |eg openings
5, 5 arelboirned; wiehddapection nebualestian @hisordentegmaipeniiady $Q thatois
applied to the crotch of a wearer, and a waist-belt section 20 10 for tie
up the wafstlof FRePHeaf ' RAFTRAGveri ng the waist around. .[0041] FIG 2 is

a plan vigwshaw g arstate idnshiiehchbe diapaltsl bs aprnedibhat by is

separating the walst-belt section 20, at a position where the waist-belt
section 26sabubsdtheld®. si des of a wearer, into a belt elenment 23 on a
front_ face side and a belt elenent 25 on a back face side. In this opened

staté? the diaper 1 is fornmed with both end sections 10a, 10b-of the

absor benk<rappsbedynd Ombin apb@RQi ¢ udinal direction adhering to a pair of.
the belt elements 23, 25 in such a manner 20 as to extend between the pair
of belt éPBABMEIDS, 3H51%| R oS TH ParctdlelVivayitigea edongi dldpddd in

t her ebet n; ,an gxter shape.of . 1 he di;apen 15 substantiall v ft+-shaped
when vie&gﬁ'fgén1aboVe?ﬁ%5§£ tH%I,Sthe(%%lt é]eﬁéht %3, o%eoog F&E_ggﬁt

el enent sini 8Ia.béht sheweny only fheommbfaderdi deinabddiyhélObelt 25 el enent

25, the of the belt, el nt is a belt element .on a back face side.
[ 004 AEBQE_H S PR Ebsidt _bﬁ?-n;”'n ’_g%%y APFOrSfGl ded o dding®ifs
central seettantinlthe Fomghidi nallidier esti ofras, a ool di nghposi tiomnkl, the
belt elenments 23, 25 opposing each 30 other with the absorbent main body 10
bei ng fokledrpantwonatie Vvikdded 18nd pei nddewt bBot hFéRd stctiBMsluBs 28s to

e L L R .
in FIG %urfhcke sackar senbpeni Iy Sverfroy netlde 3bserndsntofbode hai Strobelat
sect{gn %ngn%ﬂgg% %R?O&gggérngigkggyyané4§5back face sheet member 15
covering the absorbent body 11 from an dpposite side in the
surface sheet member 12 and serving as an exterior of the
diaper 1.
[0046] The absorbent body 11 is obtained by shaping pulverized
20 pulp contéining superabsorbent polymer, eté. into a substantial‘
shape of sandglass, a center in the longitudinal direction 'is
narrowed, as shown in FIG. 2.
[0047] The surface sheet member 12 is a member having two-layer
structure; in which a sheet of rectangular tissue paper 13 and
25 a rectangular fluid-permeable nonwoven fabric 14 having a width
slightly wider than the tissue paper 13 superpose and are
affixed to each other with hot-melt adhesive. The absorbent
body 11 abuts on and is affixed with hot-melt adhesive to, a
surface of the surface sheet member 12 on a side closer to the
30 tissue paper 13. Both end sectioné of the surface sheet member
12 in the width direction are folded toward a side closer to
the absorbent body 11, and thereby both end sections of the
absorbent body 11 in the width direction are covered throughout

longitudinal direction.

35 [0048] The back face sheet member 15 is, for example, a member



10 10 in a width direction forns the pair of |eg openings 5 be in a shape
of underpants. [0043] Eachoftheconstituentel enentsofthedi aper descri bed

bel ow. <<< Absorbent Miin Body 10 >>> [16044] FIG 3A is a cross-sectional
view taken along FIG 2. FIG 33 is a cross-sectional view taken along in

FI G 3A, shawimg oo tdembsdrvertungai nibodyhioh [004%ctangular fluid-
Asshowni nFl G 2, t.heabsor pent mai nbody10

subst ant FEPFYPe %g?%aP?%%é%¥?? ,%2%%%0?8.m%??00£iEO%Hnggl?ﬂ?s ®5Bsor bent

mai n bodyndO0a aseshowuliar Fdawdver nehydes an absamnbent Hogyh 131agsenbi ng
bodily fluid such as urine, a surface sheet nenber 12 covering the
absor benvidedy Wasr ghie leakage-proof sheet 16 superpose "and are

5 affixed to each other with hot-melt adhesive. The absorbent
body 11 abuts on and is affixed with hot-melt adhesive to, a
surface of the back face sheet member 15 on a side closer to
the leakage-proof sheet 16. In addition thereto, both end
sections of the back face sheet member 15 in the width

10 direction are folded toward a side closer to the absorbent body
11, and the both end sections 15s, 15s cover the both end
sections of the surface sheet member 12 in the width direction
throughout the longitudinal direction and are affixed to the
surface sheet member 12 with hot-melt adhesive. Thereby, the

15 absorbent body 11 is held by the back face sheet member 15 and
the surface sheet member 12 with being sandwiched between these
sheet members 15, 12.

[0049] Rubber threads 18, 19 respectively adhere to and are
fixed on the end sections 15s, 15s in the width direction and

20 folding-line portions 15p, 15p of the back face sheet member
15, along the longitudinal direction with  stretching.
Therefore, on each of the leg openings 5, 5 of the diaper 1, a
pair of around-leg 'gather sections are fofmed inside and
outside in the width direction.

25
<<< Waist-belt Section 20 >>>

- [0050] FiG. 4 is a perspective view for illustrating the belt
elements 23, 25 of the waist-belt section 20, and indicates an
external shape line of the absorbent main body 10 with double-

30 dotted chained line.

[0051] As shown in FIGS. 1, 2, and 4, the waist-belt section 20
includes the belt element 23 that is on the front face side and
covers a side close to wearer’s abdomen, and the belt element
25 that is on the back face side and covers a side close to

35 wearer’s back. These belt elements 23, 25 are welded and



15 side close to wearer's skin, and a back face sheet nenber 15 covering

t he absorbent body 11 from an opposite side in the surface sheet nenber 12
and serving as an exterior of the diapeg 1. [0046] The absorbent body 11 is
obt ai ned by shapi ng pul verized 20 pul p contai ni ng superabsor bent pol yner,
etc. intmimelbsatantach sifapéedt sanmdglmasdht aseentemsi rRishe Rbagitheiraal

direction is narrowed, as shown in FIG 2. - [0047] .The surface eet nenber
12 is a WSS 5}1a\7¥£ﬁ65t\ﬁ7§7—‘1tayersosﬁfﬂﬁﬁ uF_g,e il{;]ejt/%i %I]reﬁleg get“ of ragcjt%%ul ar
ti ssue papfleckdand, 20 B dectRNGWa thieuldiperaeabl schonveven 4 absiswd4
having a wdth slightly wider than the tissue paper 13 superpose and are

af fi xed i Bldch ot her with hot-nelt adhesive. The absorbent body 11 abuts

di ixed with hot-pelt  adhesi ; t f h o
monbr 19 G G ALk ol FT5 1 e 300t Lestet papbr A T aath Sud ReciTaRe of

t he surf@te sheetampiizer nbhvdvdrhe anirdich dinteat seriareikel deendéowatidaa si de
closer to the absorbent body 11, and thereby both end sections of the
absor bents beydad iR tHe WPdPA @ r&ctien Hr FROoVIEIP T oufHolit 11 the

| ongi t udj naly digigcidarn 3350048]rfhe Rackobaceoshest mwPeLelachs, wieh
exanple, a nmenber 15 having two-layer Structure, in which a rectangul ar
f1 ui d- meslofppoinyet hyBenesert the 37rhavéhgthani dubespoght | § plhiidetithan

thi s | eakage- proof, shee 6. super paos nd are 5 affixed.to each other with
i Todgich 1 B i Rt vl P S S BTN

hot - mel t; aubggivedi Ral adsuetagenofoft headracks f ape sheet Jmiers1pn assi de
closer to the Ieakaae-proof sheet 16. In addition thereto, both end

secti ons(igfe thedbackiFageiahedt BADELAPST] A)the Tt I 10PHi Fertt oRchFe
folded tovardhd, Sifle chaset tacbhenabsorent. Rady 411, sand 4By beLA;£Od
1 e both en

sections S, s cover th sections of the surface Sheet nenber
12 in t h#iwéatiomi rigett dars,t hnoddleowti dithe diongii adi aél thié récipen land are
affi.xed to the surface sheet nmenber 12 with hot-nelt adhesive. Thereby, the
15 dBsor bent body 11 is held by the back face sheet nenber 15 and the

sur f ace sheeaiserderudidgvirduibgicdd Sandw ghedihet meencibese=sheet nenbers
15, 12. {0042} Rubber ‘threads 18, 19 respectively adhere to and are,

00537 FIGS. 5A and 5B are layouts ©of the manufacturing
equipment 30 of the diaper 1 as the wearing article 1. FIG. 5A
shows its plan view, and FIG. 5B shows a view taken along line

20 B-B in FIG. 5A as viewed from the arrow side. Hereinafter, as
shown in FIG. 5A, a width direction of the manufacturing
equipment 30 is referred to as a CD direction, a direction
perpendicular to the CD direction is referred to as an MD
direction. Here, as shown in FIG. SB, the MD direction means

25 any direction in a plane defined by an up-and-down direction
and a fore-and-aft direction  that is horizontal .= and-
perpendicular to the CD direction; that 1is, the fore-and-aft
direction and the up-and-down direction are each one of the MD
directions. Alsco, regardless of the IMD direction or the CD

30 direction, there are cases in which expressions upstream and
downstream are used for a direction in which a half-completed
product of the diaper 1, such as the surface sheet member 12
and the back face sheet member 15, flows.
[0054] Incidentally, in the CD direction, a line center LC 1is

35 set that indicates a reference position of the manufacturing



fixed on the end sections 15s, 15s in the width direction and 20
folding-line portions 15p, 15p of the back face sheet nenber 25 15, al ong
the longitudinal direction with Therefore, on each of the | eg openings 5, 5.
of the pair of around-leg gather sections are forned outside in the width

di recti osquispmenichiiy. idi apée lyidthnsdideeanitbn <<< VBhiest hbéftcSept&bad20

>>> [ 0050 |G 4 is erspective view f il ti t he, bel I t
23, 25 P RIS HR) S DY SeB0PEn 20MSANAY | HAC¥a: cLoR BRI il ShpetD ne.
of the abspsbeldn BhNthedy k@ wWdntedoull e-ar30 def t gdochasaedatit ey {HE51]

As shown in FIGS. 1, 2, and 4, the waist-belt section 20 includes the belt
el enent PROEHATEFs oh Rhecqroftghasosivgésand EB9efls2BeEi He close to

wearer's e |t nent , 25 at -hs onthe i d
covefés a[@?%g c osgg}g)oJYQS %ar%?ég' bag .Tﬁgge 1éft gpg%nﬁgﬁgg%éggr% © anv

wel ded asguigibenoi B6d atockads ofht ebboandmenghdnsdctiiepsr23s, 25su whewe

wearer's sides abut, so.that. the belt elenents 23, 25 are connected in a
ring, to"#ofhtthetRaifdtrisded %@qu'ZOH%an%h%V\ﬁﬁ?ﬁ% F@m%f.r 5005215 A8

shown i nFhvén 2hbrof Reldt £! guept 8nd3c 22 af endlsei of, aar@ctangubak
nonwoven fabric, and a strip-like elenent that is fol ded in two usi ng a

cent er ofivheunohsw¥en Fabriz, iUt Rardaildt-h direction as a fol ding position
TruaDf Ypbcise vid AR PaRLRG: BRI Ve6R, the S AR {IRALIRIRAGPO8S yn
processes are performed: a first process in which pulverized
pulp is shaped into the absorbent body 11; a second process in
which the absorbent body 11 1is sandwiched between the surface
sheet member 12 and the Dback face sheet member 15, and a
15 continuous body of the absorbent main body 10 is formed; a
third process in which at least a part of the belt elements 23,
25 constituting the waist-belt section 20 are produced; a
fourth process in which the continuous body of - the absorbent
main body 10 is severed and the absorbent main body 10 is
20 produced; a fifth process in which the pair of belt elements
23, 25 1is affixed to both end sections 10a, 10b of the
absorbent main body 10; a sixth process in which the absorbent
main body 10 is folded in two and the pair of belt elements 23,
25 superpése; a seventh process in which the superposing belt
25 elements 23, 25 are 7joined at intervals at a to-be-joined
portion and the waist-belt section 20 is produced; and an
eighth process in which severing is performed corresponding to
the to-be-joined portion at évery waist-belt section 20 to form
the diaper 1. The first process is performed in the unit U2,
30 the second process 1s performed in the unit U3, the third
process 1is performed in the unit U5, and the remaining fourth -
process to the eighth process are performed in the unit U4.
[0057] More specifically, as the ébbve~mentioned five units U1,
u2, ... Ub, thé manufacturing equipment 30 includes: (1) a

35 pulverized-pulp-producing unit Ul that pulverizes a pulp sheet



10 of rubber threads 26 are wel ded and fixed with stretching along a

| ongi tudinal direction of each of the belt elenents 23, 25 (the width
direction of the diaper 1). This givesjghese belt el ements 23, 25
stretching properties inits longitudinal direction, that is, in the width
di recti oplohntiherdbapes bultverizsdMpaubactni g Epspment -30d9f- sWeaihgg
Article 1 - %0053 FIGS. 5A and 5B are | ayouts of the manufacturing
equipnenFHBB ? Enel oflapees 1the RW&W%%%%@@KP%%ﬂlkﬂQQ fheF?@PO5§e§ﬁoﬁ§ths
plan view apdqFhG.coB shawspdovhen t8kep 21089 Liper20.f gltehFIﬁ LR as
viewed from the arrow si Herernafter, as shown in
d|rect|oMDoﬁlrhetn@muémctM$|HQIQQU$pﬂﬁnﬂ:3@HMSﬂréﬂbrm@¢rE®p@9dan@Dto a

an M3 i PEEET onFEBF 0. TBECERDan R CFI G"BR  Ehe kD dl PBct [ AUGRE 38 any.

dlreCtlOmcbﬁrésp$@@ﬁn@eﬁkﬁeg byran dwprasdidewn dixneckh onmardbanioreiand- af t
direction that 1s horizontal and perpendicular to the CD direction; that

is, the PoRE-AewmbRY @nibcPBoAhahdcrRecEptAAdbaskn TarFeshr6h BEPEDEECASone
of the g’ﬁ Q%}g %b&@fn%%éoa_ S& \AEBQ' 88801 nLhpe M @hé’é%bﬁelgﬁaéh%n@hé

directi are tases in expressi ons’ upstream an ownst ream are
used forMa d:hrmmm i andhitdie ashalfheeongleattedmpmbductl 2f ohhewtdi @perthi,

such as t e surfac eet. nenber 12 aﬁg t he back face shec% nber 1%,
f1 owd Sof bz Ydelnjt ali%y, BACEHe EP dFTRRIPQTE a 41 ditSer tPE i s

35 set thahtindbeatesdq &efenengssposidd o of g mnufret Wodnukt in
equi prent 30 in the wdth direction. The hal f-conpl eted products of the

di aper 1thei M3 fiioastdewnst fPamdi njehelvD diniéctiodntoatt heiniseesenber LC,

and are p d.pro he

di aper 18£§f§%5§] gg QhOﬁHﬁﬁ% é@%s%%girgﬁgtSEﬁiﬁﬂPégégn&gﬁcgygéﬁﬁgéqéypnent

30 produeeSethﬁgabn@eeanﬂim@@@ﬂ sh@pest 1 hd raysodwnmaterinalboddy flioniiskhed

product, usin eet nmepber such as_a nonwoven fabrig ggd a pulp sheet as
U

a meteri FOdﬁgH Pﬁ&Fﬁdé§1 i Ve URFLES @ emERts07, 3 Uk and 1010656t

‘these unitsrbhy Qﬂ) obtakﬁedthnggkbeggggnslghkap59€§§§§§l§%@ Redeicred: a
first process in which pulveriZed pulp is Shaped into the absorbent body

11; a seéond ﬁ%b@e@@nﬁnow@@chb@h@wabgﬁnbedﬁ body ]ﬂ@ﬁQiQﬁﬁﬂﬁM&ﬂﬂﬂ@d@@ﬁween»
Lhe surfagsshest URIber12,a0d the.back (face sheeteyer, 15, .and Al

conti nuo sor main b &Chir procéss in
whi ch atzBmaSﬁfatm@rbeat t@&emmﬂﬁseEenenﬂﬁ QsanSacanshuhuhlngabheC 24
wai st - bel t sectlon 20 are produced; a fourth process in which the

conﬁ%%uo&§°568§p%? 1he d55ofbenthfhi ARBBHY &/seVer éd %ﬁﬁefh%lab§6¥%ent

nai n b0d¥réﬁs%§rgg RI0dEged;§ A rfilnfgt huRI©cess ime WaheBrhbei pabr wfodelts
el ements 23, 25 is affixed to both end sections 10a, 10b of the absor bent

mai n body3mO; 2amsitkes gﬁbc@ssa|ﬁt@h@cﬁftﬁecabﬁéﬂb@ﬁﬁ hafK Bé@pI1Ghies MDol ded
intw apd.the;pair of belt elenents 23, 25 superpose; a seventh process in
whi ch the superposing belt 25 elenents 23, 25 are joined at intervals at a
to be- jowaéa8bdhﬁﬂnntmm@ mheuﬁamsmrbm¢tegenpm@mt2@0151pr0dugsaglaﬂ@ an

ei g ess | which severing is_perforne rres onding to,th

o b2 | OF RER Bor't 1 on 40 Briny SEPBETBErE satt | GRc200b0rFET (b M A5 1.
The fi rSbe@W@éﬂsﬁhé§ep@ﬁi@é[YEdSiﬂcé h@tuﬂ:lstp@é’m.ble to reduce a time for
adjusting | positions between units at a time of the
construction, a construction time can be shortened. The

details thereof are described as follows.
30 [0059] The surface sheet member 12 on which the absorbent body
11 shaped by the absorbent-body-shaping unit U2 is placéd is
extended from absorbent-body-shaping unit U2 to the absorbent-
main-body-forming unit U3 and transferred to the absorbent-
main-body-forming unit U3. Accordingly, even if there is some

35 mismatch of a position adjustment between these units U2, U3 in



30 the second process is performed in the unit U3, the third process is
performed in the unit US, and the remaining fourth process to the eighth
process are perforned in the unit 134.1p0057] More specifically, as the
above-nmentioned five units 01, 02, ... US, the manufacturing equipnent 30

i ncl udescofd)racBmputiver nzedf pot pe prodegiignemi t3WU tthavipll weki zessa pul p
sheet 18 31 and produces pul verized pulp;.(2 n absorbent - body- shapi ng
unit 02 Phé?”%%ﬁﬁgspFﬁ ?ﬁﬁl ???%ﬁapﬁﬁﬁ i%f%m%? a6§or%%%?r%%§yc¥T, gﬂd

pl aces t heeabs0L bentobedyi dd St thLelrddtePisheBti Rekber M2 di rection on the
surface sheet nenber 12 icorrespondln%@to a first sheet nenberé t hat

continues0PA0t Hen MD diimécer omapaery esponditipthend Maow dvedet 18nforesy an
e T by TR aP A ARG bald ERBh, fAVARSL L D3 hACKH 36 Bhet o fegber

15 (corregpon iNng t0 a secon ne at continues in
di recti onoadtntities sbotigc e lsheet tieniapr di2 eam iwhi chirtdhel sl Oeabsndbéntrbody 11

is placed to superpose, and forns the contjnuous b°d¥%°f t he absorbent nmain

body 10 £R&t 2B8RFPRBESTFANTRRIND P i Wit (YUY BOj bi'Ri AGOANE 83 En4t
fini shes therdibaper 1Ry Jo0ithNG dihe raPsaihent mai Achody: 191 obt ai-Bgd by

severing the continuous body of the absorbent main body 10"into 15 product
units andhehe bel tsogleememst2dy, @5 of pphéthnansedbebtmeetct behweenolhasaed by

processing.the_internedi ate products 23m_ 25 nti.oned bel ow, .a (5) an
itgeoaett ARCE b i S e b REANE Tt Bt L
product sy23m 25 ofaddre hel keel eiEntsrddle5 beshngea fNioawWavEInd e | ¢s24 20
(corresponding to a third _sheet nenber) as a material, and transports to
the joi nthgotRee Oduet ke ifAe&iRedi deéopradiens 023 e25rNEARECORS PRAY &fat e

of a con%hgggg§opgggta$g?%l%g%% 5_direction. [0058] Wth this manufacturing.

equi pnent It 1s poss reduce the accuracy requirenent of the
position[afdpLstirerd beninken tmheserunihs. iSitececiiats posdibte £8m; eddoe a
time for adjusting positions between units at a tine of the nstruction, a
cons%%ucPF8 u??ﬂeggagiﬁel§ﬁ8Fpgﬁé8.eTﬁ£088FgTP§O%?ﬁﬁ%§ﬁu%ﬁ% ggs&?i%@daas
follows. s3QEQ05] ZThecswr fagsisheetymesbesg 12hen mihi ch rkhe iabsorhent ibody
11 shaped by the absorbent-body-shaping unit U2 is placed i s extended from
absor benexbeagedhapPigt DA £nD2rRedides AbER HeHtRr I Hodiffolm +§ thet 03

and tfanﬁE%Eﬁg tenihe @bsorhentr faiR-hody-far miAg 'jIniQ?gD Aggqr digngl y,
even if there rs sone 35 msmatch of a position adjustnment between these
units 02AcB8ridmngl®, even 1if there 1is some mismatch of a position '
20 adjustment between these units U5, U4 in constructing the
manufacturing equipment 30, it will not cause a serious problem
because the mismatch is absorbed due to flexible deformation of
the continuous body of the intermediate products 23m, 25m.
[0062] Incidentally, the wunits Ul, U2, ... U5 have their
25 respective rectangular Dbase plates 91, 92, 93, 94, 95
(corresponding to a plate member). Each of the base plates 91,
92, .. 95 is, for example, prepared by horizontally placing a
steel rectangular plate across a frame that is formed by
assembling a plurality of shaped steels on a horizontal plane.
30 On a flat, level top surface of each of the base plates 91, 92,
. 95, devices of each of the units Ul, U2, ... U5 associated
with the base plate are placed and fixed. It is possible to
move the devices in an infegrated manner on a unit basis. A
three—-dimensional size of each of the units Ul, U2, ... U5 is

35 set to a -size that a container according to the JIS or IS0



constructing the manufacturing equipnent 30, it will not cause a serious
probl em because the m smatch is absorbed due to flexible deformation of the
surface sheet menmber 12. [0060] In a sikoilar manner, the absorbent main
body 10 formed 5 by the absorbent-main-body-formng unit 03 is in a state.
of a consiandasdboday atomynadeseVD direction, and is extended fromthe

absor bent ; pai n-body-f.ormng ynit 03 to the joining unit U4 and tran rred
to the JM?%S %q(%lr%ﬁgrgé(dccﬁ%di%g?we e(\)/%en%il‘% f:ﬂrel?gmil%tls%rﬁ’e %‘1}1%}7& ?h’?’{é% a
posi ti onuadiystmentzbet weeost heseb20mdRietis i83an04ntkBgeanstir uehhag dhea
manuf acturing equi pnent 30, it will not cause a serious problem pecause the
mi smat chuRst abseriife FRLeCEB PRexd BIARSEGeRat ion? oCoOPRE 186/t idFfuotis b8dy of
t he SO in body 1Q. [ T 1l i m gmaner he,,i r Late
pr odﬂégt S@g?ﬁgf%ﬁ{ 159(|gr o] %ceﬁ%%]lt%leéﬂli ﬁ%OZr nr%fl ast e- pr odtfj%%- plﬁ%g%%i gg%ﬁi t Us
is in a sbateinéra oanta nuaus lbaoslysal odg tdvklivDodi, r edtdronthandniss ek¥fiended
fromthe_jnternediate-product-producj unit 05 to the joining, unit 04 and
transferpgd t0'tﬁv‘3 FOF nFhy T ]Ft%(g.w @gocf(?ﬂtr‘@rfrsevgﬁldi @r@hgﬁghi §°5omB

m snmat chyof facpest i Prud adi usteniycbetwaenohhesendinitisrfs, t4 eAghth
constructing the manufacturing equipnment 30, it will not cause a serious
probl em beeaasecshePef Spmteth by abdsr bedigge Véo: f1@ki bl e deflor m&Bitonbef t he

contfuoys. Boy " sfliggl ot el yedl 8t foprodust s 23m 251 oLOOGA] chacidental | .

elrr respecti ctangul ar base plates
91, 92, 93d YerB&riilwyrespondondtiona pdpiecmeerther) . Thachfofe t he thase
plates 91, 92, ... 95 is, for exanple, prepared by_horizontally, placing a
that is PBFReRlBy @@ hHhPLdHt af ﬁioé’ﬁé.ruﬁg§8gpltéf‘@s T §?{186§u%€%‘€%i Ekéd | t

i's possiBhguk9ctiPYRgt Beufdevd ees3dh an integrated manner on a unit basis. A

t hree- di mensi onal size of ‘each of the units DI, 02, ... 05 is 35 .set to a
si ze t hat 086ébritla neletadder deng tast Heolllawsor | SEhen constructing the
15 manufacturing equipment 30, first, the equipment is

substantially completed on a unit basis in advance in a
dedicated machine factory. The equipment 1is accommodated in
containers on a unit basis and transported to a factory place
in the destination. In the destination, the units U1, U2,

20 U5 are each set in the factory place, and thereafter, the
position adjustment between the units, and the 1like 1is
performed. Thus, the manufacturing equipment 30 can
substantially be completed. In other words, the assembly of
devices in the units and the position adjustment has already

25 Dbeen completed in the above-mentioned dedicated machine
factory, and therefore the position adjustment between the
units is almost all that is required in the factory place. As
a result, it is possible to greatly reduce a construction time
in the factory place. The units themselves can efficiently be

30 assembled in a dedicated machine factory with dedicated tools,
etc. before being transported by containers. Therefore, it is
possible to greatly reduce a total construction time for the
manufacturing equipment 30.

[0065] The above-mentioned container according. to the JIS -or

35 ISO standard means a container prescribed under 721610 or Zle6l4



20 standard can accommpdate. [0063] Accordingly, at a tinme of the
construction, each of the units U, 132, ... 135 can be noved in an

i ntegrated manner on a unit basis and gan be accommobdated in a container as
it is. 5 Therefore, it is possible to transport the units with containers
on a uni ofbdsiss. (Japaackdict | mjustheiralt hetamddsdd)l,, @2, IS0. Eﬁtareatnaneported

with containers,, and ch set.in a facto ace int stlnat

t he flrsérgﬁne?%Pt%”pf eggégdﬁeﬁté?néﬁnby t&g Eh?t§rﬁieng2em odipsg Can be
10 perfogped bamegiately,, wbhout, asgenbd | pgrdeyi Geshi B tl@tg‘tﬂﬂtﬁnaﬂﬂe
perform ng the position adjustnent Therefore, it is possible to shorten a

const r ucEpoa-angeafor devpstiert Phg2LA8 ﬁanuﬁadFUﬁﬁﬁg<éhdﬂ5ﬁbﬁmnaoan@oee4]
e detailigphe ae dol | oye en AaRsIducth0g LBe Aot Ak g, squLpment

€ équi prrent i s su anti Iy conp on'a unit b&siS in
advance tongatledt catedsonchiibedf at ofgetThehgiui prkst dentacioonmmodahedei n
containers,on a,unit basis and transported to a factor | ace in the

dest i nat P8RINF nifhE g8 H&E ot Rathefum t SoTRon 185y cogtgbnﬁ%k aFeUs5eh set
in the fagtory-phacecapthdher eafdele, thetpositi onyad ust menfs bet waghet he
units, and the like is perforned. Thus, the nanufacturlng equi prent 30 can
substantsaetyfbeabbmpletedntaloehenswusdd Whneeasgenbnyroﬁldevseess|nfthe
uni t.s, an the S|t|on nt _has.alre 25 be onplet the
above ﬁp dé&Q§ﬁ%§én2§§Bném?a@t%?y,%gﬁd fﬂ%ret% e the pos

adj ust WEIDbn@ﬂ weenwtttaee Ui & 8- biSed] mpsdirdds idrad dre P890I med wibet he zﬁaot ory

place. As a result, it is possible to greatly reduce a construction tine in
the factBFynpEhée OrTiHe TR Henb2l 9%§dcaﬁoé?f Le{teRt Py HeM8DSASBENBIEd i n

a ded'Caé@?z”ﬁﬁhhﬁéefaﬁkgﬂynMﬂ%HgﬂedbﬁétQQO@QOh& 1%5% Qﬁﬁoh%o%%'@%or—
transported by containers. Therefore, it is possib fo greatly reduce a
t ot al consenunG|@nmemneom@rataelhﬁhwmaduuktw92§dd|pmehtg80 [ 0065] The

abov con accordln to t or 35.1.SO st andard neans a
o T R A g S 2 Bl 3t By Bl 5 Bpans k3287 R TRRRY
St andar ds¥, the hSO-§lnteroali onal UQQ@%&Z@HI@I’BJ&{ Stamehardiazata Qrhgthn t he

present enbodi nent, each of units U ... U is forned mnth a Ien th in
t he foreLandl%fP-df?%%T@%@‘%?tZIﬁGeﬁﬁﬂoa hEFYREC OO niP e a T8 08éngt h

in the Cidirecthpn of R{POhtEn41001 FIR orf Sy e 85 LRI JNehe di3Pecakl ed
40 feet, high cube’ container (whose hei ght is higher than that of "a conmon

dry contasneranséensed béaveeantae corvoelat 2 shnﬁﬂﬁnJmheg.@Ilewzth L2 Ws.
Mor fIC é a.g ntalng §eused W@ose i nt q¥ﬁﬁfs%ﬁ. f 1 t he
cont gre r i B85 ATH i % d d°12 ong, a5

door - OpeﬁeﬁgeﬂdﬂEHBaDnSoalteleZMdﬁﬁrw—éﬁft)( o&&&!bamnhl ghrh ¢ asc@at:ammer i's

used whose_ interior dinensions are 2352 mm w de, 2691 nnthlg and 12033 mm
long, an@ohhBEENA0BNIBRERI NG Ui ARRSF DY 14Pe SPIAE ST Wi bl x CO5 7

for arranging devices, materials, and the like in the unlts,
and simultaneously to shorten a total 1length of the
25 manufacturing equipment 30 of the diaper 1 in the fore-and-aft
direction in which the half-completed product of the diaper 1
is transferred between the units. As a result tneréof;
positions of the devices provided in the unit Ul to the unit U5
become closer to each other in the fore-and-aft direction, and
30 this increases the relative positioning accuracy of these
devices as a whole. Therefore, it is possible to increase the
transferring accuracy of the half-completed product of the
manufacturing equipment 30 as a whole; thereby, the diaper 1
can Dbe processed more accurately. "Note that the above-

35 mentioned half-completed product of the diaper 1 means the



15[ 0066] Incidentally, as shown in FIG 5A, a planar size of each of the -
units 01, 02, ... U5 is set in such a manner as a length Li of a
fore-and-aft direction (corresponding 22 the first direction), in which the
hal f - conpl eted product of the diaper 1 is transferred between the units is
shorter $imafecd eggedt LReimhe20 12he thR diargTiriumms( dordyespontdh@igabsorhensecond

di rection), pe ndi.cul ar_to,the fore-and-aft diregtion,.This is fo e

fol | ow n‘@gﬂgrbgg& l@o 2’%&?” & IF e Jpaatc‘“:ESpFﬂg-i‘t“r:l]‘i%s C%glﬁl r &2t} 00% f%‘?e a%)?giﬂgi ng
devi ces, c nBE&ki Al 53, agl tde ke jiwe . the units, and sinultaneously to :
shorten a total length of the 25 manufacturing equi pment 30 of the djaper 1

in the foP@6ahdrsfidegiteddti ontti niwhidereprhabhal frhednpladt ed FridGuctt of hehe

di aper 1] re et n.t.he,unit As a rgsgul 1.1 heyegf,y pQsi tons
of tﬁ5e d%é/?%{eé@@p?%ﬁ’degq}%ﬁl \t/\ﬁgllﬁ%i tUFJ tb?’t he “uni t8§05£rbec?rre clloser to each
ot her i nféoleddores andbafthai factdon,plank , 3G Hehimitsciéases, t hg.r Ebatree

posi tioning accuracy of these devices, as_a Wgoge. Tgere ore, it iﬂs Qossi bl e
to incredss th]éSF?Ja RY PR NG 2RC uPBc Yy 6f TPHBARAFPL ¢ it Ped"pPOGHRFLBE t he
manuf act Yeingr- equi,pRENt; 30 a5 aawbabe; therebyand hecdiapsy 1peadnthenal
processed nore accurately. -Note that the above- 35 nentioned '

hal f - conptbtetopslobuct fiofr tilee dhapierion menstiieat 22 gainieanshedn wbfAber

12, .the continuous bo of the.absqrbe i . he_in Late
pro&dﬂtsE%§%1t§§WTof &° bet t éﬁeﬁgﬁﬁ§g%§£gg£,gﬁﬁgégé?qékeé F%%égFg&ﬂg
| nci dentabhyeri t(nios asitept pblcenhhat s, atira tegeentef heni teonsd facdntontowhen
units U, U2, ... 05 are placed on a _foundation G of the factorg,glaég, t he
uni ts D €agR, otherysnafieedOnerABHARFEdIARECFIRRASBNAEhECT BEARER:Bn C& wi t h
an anchog} {@a@ﬁ ugh 185 sAnpanches: boht apd;ithenehyspegiddenal
relationéh?gta ter E%e%pésifioﬁ adjuéinent ?3 ﬁaintaingd in ﬁhe 10 Fgﬁg
term Hoseveificaline presemneribioti memben icomastibey mbaiterd s( Fetdeshdwn)
con ts, in_sequence, units adjacent _t C h i e. e- and-af.t
directiof SRR 5UREl nt APK Fﬁ%hgggftﬁgﬁaﬁg?glg%igh%%?ﬁégf%éggtﬁegggs%tion
adj ust mepttwdbr etspephbiecplibhyest heeeommect SBY HeNbeteirsta menbertt batei s
made of 15 a shaped steel, for exa%ple, and that |s inserted int?hagg%p S
t

bet ween PhetBase”Plarst (see A'G SBYSrAGraér o1 eornkdt: baséPi _
adj acent s b8 L higs 1 9F ecA0de LA o8 1125 UhGHbe BOLD 61l SACLIORS 0 theconpacting
menber in the fore-and-aft direction are fixed onto the base plate by
screwi ngaaadfiked| pkeo Whel ba26 pottshbun sioxePiLCS. aBA &hd 33ketheWhile

conngcti ng, menbers are id on_each,of a n e_plate
01 A0 tHE DB Bl ate 95T H- gap S ot wiBh (1K pGSE Br bt S002 Al fhe lce
pl at e 93pravygapd Sohetwean drhex hage Pllbtewd3n atlde t hesbaptaptabe 944 ahd a
gap S between the base plate 94 and the base gl ate_25 9? Here, it is

pr ef er abP@SehBE25epPar ald tIARFS t AREEDHNeEF ngofenBertCare BPOvitdEd PEEfi ng
in the Chidireation. qWht B thicgeeanfihguiatdcon1aitt 93 ReSSiHhlee Hagd Miakiet a
tw st that is caused between adjacent base plates and whose axis is in the
f or e- and94f t adidr eéctdamn. S Abeérepei igecomiectiRend®4 ntegr Abed Py et id a3e

connecti g mealgt, 4R UNLLS ddoapfe chat 0P PRAGE N A SHA Sdihlichy they
cannot i ndivi uaFIy nove. wever, as a matter of course, 1 f the connecting
menber i semeapvedret heroamidsd DLin2g .in tUse b€bonk deadkone a ¥Wiahe tibdswhi ch

t hey can m)\aze on ﬁ{Luni t,pasis. 35“3) g8 oS:iLanbt he manuf a(;Cthuarti ng. echl{lis%réent

30 coanEPE TORLRREQRr o4t 15 POSS 1t a twist
between adjacent base plates and whose axis is in the fore-and-
aft direction. After being connected and integiated by the
30 connecting member, the units Ul, U2, ... U5 become in a state
in which they cannot individually move. However, as a matter

of course, if the connecting member is removed, the units Ul,
U2, ... U5 become back to a state in which they can move on a
unit basis.

35 [0068] Since the manufacturing equipment 30 completed in this



manner allows the height of a processing position of each of. units U, U2,
... U5 to be positioned | ower, the processing accuracy follows. 5
objects of the unit Generally, positigped in can be increased. The details
are as to increase positioning accuracy of a low place is easier than in a
highd pl @genet nat hossexarpllesign tdhe abgueceestingnedshasenplat esa@l, 092,

95, devices of the units DI, U2, ... U5 in which the respective base pl ates
are incl WS aPd di%%ect by pllaced aRe MGt 1OREEorfi ey, P ife PHPEEES S g

posi tion,(pass-{iae) e 1Qneachof phe ideviegsqcan bge pasihiiged foVEE
W t hout using unnecessary legs, etc. at a portion positioned |ower than the
processi hglpogsti on ¢passaline) .tAs mewsada , Hasifdoprns possibREYt oof

i ncrease the processing_accurac f _eac .he devi ces [ Q069 urt her,
sinc§9d¢9 %%%P%aﬁéﬁét&%Pgﬁtfvlp agéﬁlo%f?gé ggcégﬁ% %ih%h%gsg%pf%tggggl,
92,95, ip1lhSeposshbtieitocpaeyent sleteid aradvomenitithedpbacessilageacolyacy
of the devices, the deterioration being likely to occur _when the devices is

support e82py -a $o- caFVedcpandl Braranibfe V20 dfeci ficaPPy,th n"8he HaRel

boar d SYELEm e Panele board. stands upii gty verti caldekragd hspeopvidad on -
a foundation. The panel board supports the devices at their 'own one end on

a verticalzxeliane afcohdipghel bdar dpréoweseny ipestiiiionsygpahy-Weight sfof

t he devi ces nmak e panel board curve consi derabl 25 and it is di.fficult
to ﬁg}npﬁ?ﬁhtﬁgspggﬁti%ﬁVﬁ@e%céﬁ?ﬁcéeofp??ﬁ§%ﬁﬂﬁ egpwié 2T, YR8
processi pgnacsysasy 0obgkhe cllevi cas depert 06t £6sitfoidd s1owgar dhahf tdevi ces
are placed on the top faces of the |evel base plates 91, 92, 95 according

to the ppesemss&mbodiamhtion t (P3SgoddnBle to AmhPbi Fedietbr math oReEPTSe the
base DLahedFhioaty e Q40RO dtar el on ol othe rocor
devi ces. devices.

15 [0069] Further, since devices can be directly placed on top
faces of the base plates 91, 92, .. 95, it 1s possible to
prevent deterioration of the processing accuracy of the
devices, the deterioration being likely to occur when the
devices 1s supported by a so-called panel board. More

20 specifically, in this panel board system, the panel board
stands upright vertically and is provided on a foundation. The
panel board supports the devices at their own one end on a
vertical plane of the panel board. However, in this sjstem,
weights of the devices make the panel board curve considerably,

25 and it is difficult to maintain the positioning accuracy of the
devices. As a result, the processing accuracy of the devices
deteriorates. In this regard, if devices are placed on the top

' faces of the level base plates 91, 92, .. 95 according to the
present embodiment, it is possible to inhibit deformation of

30 the base plates 91, 92, .. 95, and to prevent deterioration of
the procéssing accuracy of the devices by increasing the
positioning accuracy of the devices.

[0070] The units Ul, U2, ... U5 are described below.
[0071] (1) Pulverized-Pulp-Producing Unit Ul
35 On the base plate 91 of the pulverized-pulp-producing unit



[ 0070]
Pul veri
pul veri

The units U, 02, ... U5 are described below [0071] (1)
zed- Pul p- Producing Unit 01 350n the base plate 91 of the
zed- pul p-producing unit 24 D,oa pulverizer 33 is placed and

fixed. The pul verizer 33 pul verizes the pulp sheet 31 and produces
pul veri zed, pul pultheipwvesd zeéd pllapeds auppiieddt o aHeaypuivngridrunda2 of
t he absorbent - body-shaping unit U2, which is descri&ed |.ater, ? t hrou

IRgrader BoTPa shpp

pul p suppiby et it o DBEsi Theet i1 3 RsiusSsp Py

appar at

super absor

_ Hgrdak
uﬁu%&e?ﬂp&fi 3@?—5@% POl YRl d NQL SQOV@géﬁrﬁr

ent po is mxed supplying 10[

( a S
Mir-g@gd, 48nd ¢t hepe

pul p i s passiingniduotdBEhasbiser bemti-tBodiz, Shaiiedy Udist U2scribe®helater,
absor bent - body- shapi ng unit_ U2 produces, t surface. sheet ne r. 1 t he
surface Sheethermber 1P, FHQpiBEBQbe ?g%og§%shapgﬁal%%?t dilgﬁégesgpﬁéh

absor bengyhedyidd mage oBopul yerdized pulgp apgatheubi ket bope@ZBkothent
nonwoven fabric 14 and the tissue paper 13 that are

10

15

20

25

30

35

polymer (not shown) is provided, and the superabsorbent polymer
is mixed while pulverized pulp is passing through the pulp
supplying duct 39.

[0072] (2) Absorbent-Body-Shaping Unit U2

The absorbent-body-shaping unit U2 produces the surface

h a
I yi ng

o]
072] (2) while pulverized

sheet member 12. On the surface sheet member 12, the-

absorbent-body-shaping unit U2 places the absorbent body 11
made of pulverized pulp and the like.

[0073] The nonwoven fabric 14 and the tissue paper 13 that are
materials of the surface sheet member 12 is sent from backward
in the CD direction in the form of a continuous sheet. At this
stage, hot-melt édhesive (hereinafter referred to as HMA) is

applied to the nonwoven fabric 14 (FIG. ©6B). Thus, the

nonwoven fabric 14 and the tissue paper 13 superpose and are-

affixed to each other (FIG. 6C), and the surface sheet member
12 is produced. '

[0074] The pulverized pulp and superabsorbent polymer Suppiiéd
from the pulp supplying' duct 39 are 1layered into a certain

shape by the layering drum 42 placed on the base plate 92;

thereby the absorbent body 11 is shaped. The absorbent body 11

is placed at a certain pitch in the MD direction, on the
surface sheet member 12 whose direction to flow is chahged to
the MD direction by a turn roller 41 (FIG. 6D). Before placing
the absorbent body 11 in this manner, HMA is applied to the
surface sheet member 12 (FIG. 6D), which prevents shifting
caused in the transportation of the absorbent body 11.

[0075] Regarding the surfacé sheet member 12 on which the
absorbent body 11 is placed, both end sections of the surface

sheet member 12 in the width direction are folded toward the



materials of the surface sheet nenber 12 is sent from backward in the CD
direction in the formof a continuous sheet. At this stage, hot-nelt
adhesi ve (hereinafter referred to as HM\) is applied to the nonwoven fabric
14 (FIG 6B). Thus, the 20 nonwoven fabric 14 and the tissue paper 13

super posebsocbante abflyxdd tloy eaclywdtdhieg (Rn®&e6C)| &hdtthHe surdeae shdet

menber 12,1is prodyced., [0074] The pul veri zed | p_and superabsar t.

pol yner g ot it #&ﬁn}?#ee paiﬁtguggl‘yi n%h%uéflggﬁggr gglleg\#eﬁnéaa%eﬁt to)ﬁa; c8rtain
25 shapery1éheih ayes i ngswehipen 42 placed remridie hase pbate 98: bbehebydt he
absorbent body 11 is shaped. The absorbent bod%/1 11 is placed at a certain

pi tch i nSefkelMEs dpF ekl oAPSERPERE BRRAY add dRebheniibeR 42r@rbiendilFéeti on
to flow is, ch tQ,.th ' ' J 1 (FI .
0 Tiow Fg)cicng%gg% ek G‘sd\%ea%er %g%gf‘%gf%\fnﬁ%%f SO Err S df1 &G BR - ¢

Bef ore p the absor is manner, HVA Is applied to
t he surf acepsheathenesiberrident FoGdy60)], whi ghrasevendswishbfit imngpcaasedgi n

the transportation of the absorbent body 11 0075] ,Reqgar di t surface
sheet maﬁg%ieﬁﬁgn t&)ﬁitchl? hBiaﬁggr B@ﬁt %6@ ﬂ'[‘i ghﬁl 5’85%, pgt?[nﬂ% e?%’ sg&i ons
of the syrfgcei 358 sheeindmiher d igbddi®antdtdadi nection are fol ded toward
the 25 absorbent body 11 by a guiding nenber 47 that is gl_aced and fixed

on the ba8e7pl dthe gUripne sitdelcengiedt hnber vh2chsthel pegorhethebedghape
In nghwi‘ém“eétasiffz?%glvgg tgxgﬁsaéée%f‘pgtgggﬁlgﬁga%nighge SopReryy bady 11

int t °di T et T on € surface menber 12 "bei ng
rolled i guibe Galiape, 40hel absosdenin badymddt i siopmessedmdosiddy «f preassi ng
roller 48 that is placed and fixed aon the base p|]ate 92, :fh(én‘itabi |ize the
shape of 2PR8TEBRbT PR~ PRKL Y. U 0076 Ak B Iﬁﬁ@ff 8Fat5d RMwhi ch

the absogbgpt bedyt 10art1s{ §e S&ADELE 286k b So&xt anded Reimeenntig uAitsu82, 03
by a guide roller 49 located on a nost downstream side of the
absor bentobddy - dhapi Heediniletez, arhda g deansplaite80 Yockited 2o cabrpst

upst.ream si de of the absorbent- mai n- body- m. ng it r.i.bed
| at elr5e an l?gb (ri%ng%%ﬁr%g tugu:the@éabsoro%gnit%l ﬁ%&%o%ﬁég?%nggﬁﬁieﬁgo&
I n the pentbsenuextended het weeaigheseofinithe sdiBdemnweilghtys D the the

absorbent body 11 and the surface sheet nenber 12 are supported b |y
tensi on BFTERESsEPFEte TSHEET nenb@FS 15UPPEGT 7T %’33 only tension of the

Absor bent Mai Rz Bogdys Fordier- Uyt 03 20The absor bent - mai n- body-form ng unit
U3 not only produces the back face sheet nmenber 15, but also forms the
cont i nuoli§0Bhody(Df Atverdissdriedn wedy-bedpirg BYitahdw chi ng t he absor bent

oo 41 DeLERD LS AULESRLINeRhATRRURR AT R e abeol et tadc eI o
[0078] Theenopwhyefadabsheetdl 7mantdelkedkagepr oofsshéetmd6tihos®ntinuous
body of the absorbent main body 10 by sandwiching the absorbent
body 11 between the surface sheet member 12 from the absorbent-
body-shaping unit U2 and the back face sheet member 15 and
25 joining them together.
[0078] The nonwoven fabric 17 and leakage-proof sheet 16 whose
directions to flow are changed to the MD direction by turn-
rollers 52a, 52b superpose and adhere to each other with HMA
between the superposing surfaces, to become a main body of the
30 back face sheet member 15 (FIGS. 7B to 7D). At positions for
processing set in a transportation route of the main body, the
main body undergoes the following processesﬁva process in Whiqh
a rubber thread 18 that is necessary for an inside around-ieg
gather section in the width direction are welded and fixed, and

35 a process in which both end sections of the main body in the



directions to flow are changed to the MD direction by turn rollers 52a, 52b
super pose and adhere to each other with HVA between the superposi ng
surfaces, to becone a main body of the280 back face sheet nenber 15 (FIGS
73 to 7D). At positions for processing set in a transportation route of the
mai n bodyjdtihediva¢ ot badyisintiel ¢goés t ABufol Lboi Agsprecessesd-aeprogeserin

which a rubber thread 18 t S cess for an |nS| up]q- t her
section TH tHE what Oam?%c oﬁéar 2% ef] ?&xandﬁl xdd, gbtg{foa pr%ag(gsggi n
whlchlxmﬁa@nﬂssﬁgheg@argffbmeaﬁm¢utgmuelarddnﬂ HﬁbV@&ﬁHEﬁﬁﬁemﬁidnliﬁ

fol ded. Thus, the inside around-leg gather_ section_is farned éFIGS 70 to

70). Alsbhea er%l?erd%hf?‘é%borlgltshaﬁl*%d n¥&E8sdMP 1 6F IGn oldt'si déPdr Gdnd2I eg

gather s i fhxe HVA4FIG 7H), and as a‘
5 re?ul tf&% ’baﬁf(éface g#ebee? g#e%gﬂe?&f{g%lrshéo?rgrg%@% [0%79] Thereafter, a

surface 60T he Thaddedface, sr&eeiueriStba basikde€agleosgredto mémber 15

| eakage- pr oof t.16 | he absorh
body 11 B End ehr FACETnas TRTDLT T A efior G ¢ b Thb & COELacEl!

absor bengn bgdyighapiBgeuntb YRel@bsupreepessodandlt besensushiaceseadheee to
each other wth HVA (FIG 71). Further, the both end sections of the back
face sheBembperbadr 1B aAnNFPORESH diIPTHi Fleet ABROBRPRN T JPerei Ttiry t#ellsuPRace

sheet, me ﬁ} séF}Qp g/ Vﬁsgegdﬁ@ﬁ\ﬁa%%legﬁfge suche.a-anner as, 4,9, ﬁﬁget he

bot h "end ons app to the surface sheet
(FIG 7J)ri@dccomdi.ngl yurtiher absbebéntthmeemd bedyt 16ns s offortied hd@lt iFsce

continuous in the MD direction. 0 The ontl nuous_b the. a bent
mai n bod$™a®t i @e@??éng Bet heen ﬁlg%rﬂlﬂ@c onypns, O E?‘ﬁ?’f% ,tc)gor o

| ocated 20-pAc@ BRebrdawnstream siwges of 75he éﬁéO%Q%nta'ﬂfﬁﬂMQﬂy §@cmi ag
unit U3 and a guide roller 60 |ocated on a nost upstream side of the

j oi ni ng BARECTMAE ot DekerB cilibdPiaterd warflions fadsiesr tédht B¥PhaprpéiiAfng
uni ty 4. hn . the a%faofé sxtepdadrhetvween these yghts UReobMai Ag¥el ot cof

t he contlnuous
absorbent main body 10 is formed that is continuous in the MD

direction. _
[0080] The continuous body of the absorbent main body 10 is
extended between the units U3, U4 by a guide roller 59 located

20 on a most downstream side of the absorbent—main—body—férming
unit U3 and a guide roller 60 located on a most upstream side
of the Jjoining wunit U4 to be described later, and is
transported to the joining unit UA4. In the portion extended
between these units U3, U4, a weight of the Continuous‘body of

25 the absorbent main body 10 is supported by only its tension.
[0081] (4) Joining Unit U4

On the base plate 94 of the joining unit U4, a Jjoining
apparatus 61, a two-folding guiding member 66,'and a sealing
apparatus 67 are placed and fixed. .

30 [0082] The Jjoining apparatus 61 causes ﬁhe continuous body of
the absorbent main body 10 transferred from the absorbent-main-
body-forming unit U3, to stick to an outer circumferential face
of a pentagonal rotating drum 61. During transportation of the
continuous body of the absorbent main body 10 by the rotation

35 of the rotating drum 61, the Jjoining apparatus 61 severs the



25 the absorbent main body 10 is supported by only its tension. [0081] (4)
Joining Unit W On the base plate 94 of the joining unit U4, a joining
apparatus 61, a two-folding guiding negber 66, and a sealing apparatus 67
are placed and fixed. 30[0082] The joining apparatus 61 causes the

cont i nuoasnbodyow$ thednbsof beblte nadlys dydaynt1 0 naiansfedyed10r oanthe the
absor bent : mai n- _pody-form ng uni.t 133,, to stick to an put circunferenti al
face of 3b58ﬁ$38gnd¥é¥%t (¥%b Epﬂn1%ﬁﬁhtﬁ?iﬁﬁ%FF5nsﬁ%% aéﬁ%npg ﬁgﬁgneg ‘
cont i nuoygpbedye oft Heherwahsior bentumde reboidyl 10aby . t herhoot ationt3biof bhe
rotating drum 61, the joining apparatus 61 severs the 27 continuous body
of the abéérﬁéﬁ?rﬁﬁiﬁbﬁeapemg PatB PREYabSorBeft R8N Bodyan8, thet Rosh

ocuttey rohly 6 51,44 ongrl, 0PRES) t el pe en, e CHRf epentd aled ags, The
orieﬁ%at?on o%et eé%%vesgﬁ absor bent né?%¥bo§§n10 ?& %urné§&§0, z%d t he
both 5 endvsethgonss 102gt 10n t Hate h&9 bdenenewby. f or nied lyddtilie. osevekhng i s

set in the CD directign. | ddi.ti.on, the contjnuo body, of the bel
el ement s ©93-15800F %ﬂgyméﬁgﬁ;(ﬂqe%ﬁxﬁ#%WF%RFt#ghsggr?gd¥PFoWFPﬁ5_%6Et
i nt er mediatei product-RedesiRg Widn Whd 0 Dee BRSET 4 et doateh -pgoducing

respectively pressed to and 10 joined with the both end sections 10a, 10b
by a pai inéf phessurleer delseirsbed, ledelri ded pspectieeioD rifexad ohe Fhds, a
j oi b t i ub ti yd ddeg- i .shape 1s pr.aduced.

| 0083 TOLPAS- 157 g Bui ArRg rakber 66 10Ea O eibndihg 15 Ndrt | 4l y
for exanpkessand ecuilvessnone backwaed ap an tppecDpariteonibher edhusThe

t wo- f ol di.n guiding menber 66 abuts a nidgge portiqgﬁpf tEe both end,
sect i onsJ2068%916B8%%f Lend PalsdrhePSharh 1BadyY 18 Pn eRESFoilnkd 58aYel 45 so
that theysyhstantially |adder-like joined body la flow ng upward in the 20
VD direc?ion is folded in two at the mddle portion, and the belt el enents
23, 25 supepposkie Thus frhdidir entidima omemloar ofott hes t wo- ol dektiesidiad body

|l a i.s. chan rn r 65 o] rd in the irection t he
§ o v pOaeEreR 1 8 e Rl QghPT R thoel HIGaGRAY [HE" B0 BB ALY
j oi ned bedyt2bnl aHdratofi.s mMviengW@riward ign &hed Gy dnerbeirored samtiapped

around an . outer circunferential face of the circul ar rﬁtat;ﬂgadrun16~. In
addi ti on™PAIEnePLBH P hg Hppdat uBoBY, i AT eRSportat i f(P%et%ﬁined

body | a ByskebahtomLpih tBhayr of@t ERg UM §Tnelihe gl t1 £ enent sn23, 22 that
oppose and superpose in the joined 30 bod% |la are wel ded and joined at the
t 0- be- j obnedtpotipbhywhedderhéitai spibefit bsdEt Lonf20vabat sPwesferns tdiedes.

IrerBPY, YSP Al & Fegbam, 20,105k I3 CONSRI SN 8-1L00, L BLLOLIEY, A
of the rotati ngedents6Z3, TAbssaopétesse ol IThus, the direction to flow of
the two-folded joined body la is changed by a turn roller 65c
to forward in the CD direction and the joined body la flows.
[0084] In the sealing apparatus 67, the two-folded joined. body
25 la that is moving forward in the CD direction is wrapped around
an outer circumferential face of the circular rotating drum 67.
In addition, in the sealing apparatus 67, during transportation
of the joined body la by rotation of this rotating drum 67, the
belt elements 23, 25 that oppose and superpose in the joined
30 body la are welded and joined at the to-be-joined portion where
the waist-belt section 20 abuts wearer’s sides. Thereby the
waist-belt section 20 that is connected in a ring is formed.
A cutter roll (not shown) 1is arranged oppésing the outer
circumferential face of the rotating drum 67. This cutter roll

35 severs the wailst-belt section 20 at between a pair of the



35 severs the waist-belt section 20 at between a pair of the 28

wel ded- and-j oi ned sections in the to-be-joined portion, into product units
of the diaper 1. [0085] (5) Internedi agg-Product-Producing Unit U5 The

i nt er medi at e- product - produci ng unit 05 produces the 5 intermedi ate products .
23m 25mveidedreamet jolglashentst28ns28 usthy teebeoiwdved frabrtiieom4 asta

material , and transports to the joining unit 04 the internedi ate products
23m 25 TRATCY sul?‘JnJPsa Osftsétthee o#llaéiecroﬁﬁ nuous body al ong the MD direction.
[0086] Theogwnwayven nfrabkiiee i34 - reanedndrdaem ackwey Ay n the 10 CD

direction, and is slit into two by a slitter 72 that is placed and fixed on
t he basellpt at drgmrngoiai erpe oducecProAuEdN g | oWt t hBSe AP GRRovehhe

fabrics 24 ' a t spectdéonyhy i oLl erss73% 738, a
pl ur ér)l i t%l%?%ﬁ%%%ae?&t %9293{5956%%%/’%?3& fW| tR stretching af‘osng the MD
di recti onsiddp Ther eahtverent HebmdawdMeras abringse24g 1 24amd et rackpdotdetoi n

two by a two-folding gujdjing mher 74 pl aced and fixed.,on e ) | ate
95. Accob@f nb?%“ﬁ‘%euﬁbﬁv\}d eﬁggat}ﬁt8§m§§,la 4 BaE uﬁtéo%%mi nﬁg%pﬁﬁgegsq
having the £ ubbgre td eadso 26 hharehridean onb008¢] mbhisraepweven fabrics in
two | ayers are each the 20 internedi ate products 23m 25m of the belt '

el ement s [0386 pFheespavtawast yfalThege2é wo si mretomadi ateorpriorfuetar 23 2bm are
espeet ugL YiguRRapted by the e+l of dina. gyt ding, mebef. (4 Bt @ seatast

positi on of "The internmediate-product-produci ng-uni nd the rst "heat
seal i ng pohted 8ddarimedir ont ahst bpesi pilane2550f Bieejroichendiunctibd, teo

that the _internedjate 1(::)roducts 23m 25m are gxt‘gnded betweea t hese units
05, U4 ahtoYrahspBFERdtYS PRBYVPYER AGPGAFE 04 FA tReCPBrfrontextBRdEY

bet ween pheser ught 15,4, Wei ghts ofat hergpt ergre ilﬁtcﬁlp‘%_ﬁduﬁtsr%%mer25m
are supported by only their respective tension. 30[0088] e two

i nt er medtareags odacge23mhacZzBm i+idnstereieching t kol oi AlagMAnidi regtianthi s
TR SG-LESBECLLVELY WL S0 Nounn.g ofb DeLUEED SoReLinBhotls L
of vertipal 4 ytasradpethsegondh meateseat i hg plaldeer 82 fitkke oal keesbbeieng 35
pl aced aggagéxgg.onAéggrgfgglgja%ﬁegébégoéggegéﬂﬁ?c@?Zﬁqi540%éch become
in two layers having the rubber threads 26 therebetween.
[0087] This nonwoven fabrics in two layers are each the
20 intermediate products 23m, 25m of the belt elementé 23, 25
respectively. These two intermediate products 23m, 25m are
respectivély supported by the two-folding guiding member 74 at
a rearmost position of the intermediate—product—producing unit
U5 and the first heat sealing roller 81 at a frontmost position
25 of the joining unit U4, so that the intermediate products 23m,
25m are extended between these units U5, U4 and transported to
the joining unit U4. In the ©portion extended between these
units U5,_U4, weights of the intermediate products 23m, 25m are
supported by only their respective tension.
30 [0088] The two intermediate products 23m, 25m transferred to
the Jjoining unit U4 in this manner are respectively welded
through a gap between a pair of the vertically arranged first
heat sealing rollers 81, and a gap between a pair of vertically

arranged second heat sealing rollers 82, the rollers being

35 placed and fixed on the base plate 94 of the joining unit U4.



29 Thus, the rubber threads 26 are affixed to the nonwoven fabric' 24, and
the internedi ate products 23m 25m becone the above-nenti oned conti nuous
bodies of the belt elenents 23, 25. Thgse two belt elenents 23,. 25 are
transferred to the above-nentioned 5 joining apparatus 61, and joined to

t he absorient e nrbodyr 10hreads R hear&nbbdbinent so=the no@OBY} Abbves t he
enbodi nents of .the invention are described. weyer, .the invention i s not
l'inited %tﬁ@de i%?ﬁ@e%?dteloplf%%u%?l85$ng\é§’£‘%rib§ﬁ°8ﬁs % ﬁ@%‘é?ﬁl .

[0090] |Rediheodbovesentianedentadigrents Hehe baspeptat es,915. 92These 95
are illustrated as a base that can npbve on a unit basis, but the invention

is not |iwe tkeelt elerentFord exsnpiee tEansre nelatoi §heopReyCHPCRES@ABHI ng
haped ' t | ' ' bl e. -
e R e TR IR et e Y S L T e S

are provided, but the nunber of units is not limted thereto. For exanple,
it is also acceptable that another unit U6 is provided between the joining
unit 04 ARd YHREROETRREREY Sat &= pr oduct - pr oduci nguni t U5, andt hat t he

i nt er medi @@ POINEE S E3MN LBBUL haRspobired Hd oMddieion are described.
i nt er medi at e- product-producing unit 05 is further processed to add a

conponentiowdres et othadiseantiont e jroitni hignided 19, thgoethad MBIt Equiprent
for nuf.act urj a wearing .article includiing 5 an absorbent nmain body and-
a Qgt-%%?ty%%iﬁw%ﬁﬁ YHe Hbsorvent %%%4%%&y havi ng an absorbent body for
absor bi ngoddmj dn saiel Seovermntit comd | shifgdinents, the lBapbupahtey ofi,units
novably arranged on a uniit basis for transferrﬁg&:a hal f - conpl et ed product

of the wedring 0 aFei dllévarER§ed AT st dPrectiléh, &Hd EBNRett iy Herber s
each of whi£h I 5up" LADOSHVBREYERN: L AoRIN3RERLUBhERADY CRBACELSbAE, t WO
adj acent units, erein ‘ .
a frame that is formed by assembling shaped steels, etc. in a
15 rectangular parallelepiped is also acceptable.
[0091] In the above-mentioned embodiments, the five units Ul,
U2, ... U5 are provided, but the number of units is not limited
thereto. For example, it is also acceptable that another unit
U6 1is provided between the Jjoining wunit U4 and the
20 intermediate-product-producing unit U5, . and that  the
intermediate products 23m, 25m transported from the

intermediate-product-producing unit U5 is further processed to

add a component thereto and sent to the joining unit U4.



each of the units has a planar size in which a length in a second direction
perpendi cular to the first direction is 15 longer than in the first

di rection, each of the units has a height and the | engths of the
first direction and the second directign within a size range so that the
unit is accommodable in a container according to the JI'S or |SO standard,
and 20the plurality of units is configured to performat |east one of the
steps of: shaping pulverized pulp into the absorbent body, sandw ching the
absor bent body between a first sheetcmgmper and a second sheet nenber to
define a 25conti nuous body of the absorbent main body, produci ng at

| east a part of a belt elenent constituting the waist-belt section,

severing, the cent.i y I t j 0 : bt;a
i vi OUHl abs S DA CHEi R Obody I TIoe B a Bar T LhG BATt L ahend to
bot h Senchrs ezt s @riserof e absdy bemd amivaibodpelt seotdong the absorbemt main

body in two nd. super.posing the pair o el t. el enents .on each. ot hers,

j oi ni ng T’ sﬁBgYpﬁfé(&gﬁelatn eT%?T%ﬁ?esntat g?ﬁ%’erf\?zgl sarge%sbajtn% f%—lb(gij Sined
portion ddhermeint coepdisinhe wai st-belt section, and severing the

conti nuous body of_the absorbent main body corresponding to the
t 0- be-j oi ned pcr tPbArdbitach HRAICSt -HRATAL SecR PR oBfaih Fhet wdaring

article,gop transferring a half-completed product of the wearing
10 article along a first direction, and
connecting members each of which is arranged between two
adjacent units and connects the two adjacent units, wherein
each of the units has a planar size in which a length in
a second direcfion perpendicular to the first direction 1is
15 longer than in the first direction,
each of the units has a height and the lengths of the
first direction and the second direction within a size range so
that the unit is accommodable in a container according to the
JIS or ISO standard, and
20 the plurality of units is configured to perform at least
one of the steps of:
shaping pulverized pulp into the absorbent body,
sandwiching the absorbent body between a first
sheet member and a second sheet member to define a
25 continuous body of the absorbent main body,
producing at least a part of a belt element
constituting the waist-belt section,
severing the continuous body of the absorbent main
body to obtain the individual absorbent main body,
30 affixing a pair of the belt elements to both end
sections of the absorbent main body,
folding the absorbent main body in two, and
superposing the pair of belt elements on each others,

joining the superposed belt elements at intervals



each of the units has a device and a plate nenber fixed to the device and
supporting the from bel ow, and each of the connecting nenbers has
end portions directly fixed to the adjacent plate nenbers of the
corresponding units. 10 2. The equi pngnt according to claim1l1, wherein the
plurality of the units is configured to continuously transport the

hal f - conpl et ed products of. t he aring artjicle i_ch nt.i nugusl y_ext end
between at |ea (ﬂu§?é%?“lﬁqu%f%ﬁﬁ? ingheﬁ?ogﬂgoe tgg.cﬁ?ﬁﬁﬁﬁ to
claim1, whereipaitheepktpalityqof units conprises an

absor bent - mai n-body-form ng unit configured to join the first sheet nenber
on which a pluralityeBering hbsocEERtNIQUEHCEY i piRR edP 2P HRGE hB2E T st

direction and the secqnd I&%@Hnﬁf%ertkféorﬁéiﬁ@iﬁ%i%&ﬂw%iPo%h@aEhrSt

direction, and to obtalnS?he conti nuous body of the absorbent main body
cont bnuousl y exkeemsdi-bglinseheibnrse dpbrettidre wamiring articlea joining

unit configured to jain.the helt .el ement 25 constituting t I.st-bel.t
section and th§a§§38&Lg el ﬁuﬁﬁﬁ %wéﬁ%ﬁ%? A1 14 p%%gecgﬁ?ﬁgﬁoﬁégggdy of

t he absardbeaMe rriviideodyidi supgaptetqgt enbertsanséeswedamdiong the first
direction, and a mei%ht of the continuous bodﬁ of the absorbent main._30
body between tK&CAb&ar bRt SRRPRCE&AY- F6RREAY UAFt SAAJPORELPBPNFAGEGRILY i s

suppor t ed .o Py rengHaR Ak yﬂgteommgeysom@lﬂe 0f o £ &5 BHSQT RE Nhin 118 N
body. 32 plurality of "units further conprises an absorbent-body-shapi ng

uni £0configured to shape the pulverized pulp into the absorbent body, and

to place the a rbent.. at aln pitch in.the fir i ti on
the first shee?ﬁ%enﬁgﬁu%%% Fnué%%(ﬁ&%ﬁggté%%inai?ﬁ&thg”fifﬁ?ggéfgct?gﬁ,
wher ei n plurality tdfe fhea sinstheets neabéigorneaht chcbheiabsosbegnt rbodpoirs

pleced |3, 209p158 o cont puausly extended and Lians!erted,  omie,
10wei ghtsafi ik akseixbeny Bedyeandathechbtsbnshggir of the units.
15
3. The equipment according to claim 1, wherein the
plurality of units comprises
an absorbent-main-body-forming unit configured to Jjoin
the first sheet member on which a plurality of the absorbent
20 bodies is placed along the first direction and the second sheet
member continuously extending in the first direction, and to
obtain the continuous body of the absorbent main body
continuously extending in the first direction, and
a Jjoining wunit configured to Jjoin the belt element
25 constituting the waist-belt section and the absorbent main
body, wherein
the continuous body of the absorbent main body is
adapted to be transferred along the first direction, and
a welght of the continuous body of the absorbent main
30 body between the absorbent-main-body-forming unit and the
joining unit is supported only by tension of the continuous

body of the absorbent main body.

4. The equipment according to claim 3, wherein the



menber continuously extendi ng between the absorbent-bodyshapi ng unit and

t he absor bent - nmai n-body-form ng unit are supported only by tension of the
first sheet nmenmber. 15 5. The equi pnent of a wearing article according to
claim4, wherein the plurality of unit3zgonprises a pulverized- pul pproduci ng
unit configured to pulverize a pulp sheet to obtain the pul verized pul p at

t he absor.bent.- body-shapj n nit. 20 6. The equi pnment according to. claim3,
wher oi n G Al T yP 6F - inf tECREF { RPPELRRT| 8BS K70 Dent -botly- Shaping
i nt er nediratte-dUrOtURIHRIO GUC ishg pdnith C pRf gk eddt puppoddes a@Rel Abebredindt e
product of the belt elenent based on a third sheet nenber, wherein the

i nt er mediade EBHUG Alecaddpre@dserbentr BASVerfed FRTE81R BEAFR 6P &he
continu ':Qdedg%&ﬂguﬁbe éhrskhg!r%ﬁyéyqfgﬁgeéhememb%r continuously

i nt er medi at e- product-producing unit to the jolning uni a wei ght of
t he bnt er:ediditreyy prodhet foosti dooasktyoext endragnbet ween t he

internediate-prq:ucgéﬁ%ﬁgﬁﬁégggggé%?%gg8%?%gh§kme%%lgg%?ﬁggﬁﬁpggégeqjgnly

by tension of th 3 e joinrngtunit is

confi gurgihdeal produagptbe hel beel @imnitnddumit hext svi@sdredhat € ranedectred 33
is configured to join each of the end sections of the absorbent nmain body
to one offdhe thel t 2eferrdit’s;Pehd T sdider WPAE bRt i HitfousPeedhent TRd N~
absor beny, qi i, Dody, inAte aggrtain length in the first direction to obtain
t he individual 5 absorbent main body. 8. The equi pnent according to claim
1, Wherein pl at erergiiyer soér etlspacdd caway tf r bargachndt hdre arfd redch stfeetthe

connecting.nenbers is inserted into . the s t t ja plate
menber s 10 connet n% %P%%ﬁ%%ﬁuﬁﬁFl?%f?ﬁﬂt%E?§F$ﬁem?ﬁ§stA%F%gg?ﬂgn%%%@: The
equi prerdhaecicay dinigi tf 0 agldai mhlk,  witerceibensena iof-bbhig-comneatyi ngnienberrs are

arranged lining jn the second direction 15 between two adjacent units to
prevent %PHRﬁ%ﬁe4x9ﬂﬁ€éﬁytﬁ§n§6PPe§ oﬁHFnélfﬁb gﬁfﬁEeﬁ?m%% e plates

connected in the first direction. 10. The equi pnent according to claim
1, wherein the plate 20 nmenbers are horizontally arranged and the devices
of tRe units afeedeaEépmgnEi REdaokkRrindt RELhELPZzBREAFAPNEL EONBABERSs 4/

wherein the plurality of unit comprises a pulverized-pulp-
producing unit configured to pulverize a pulp sheet to obtain

the pulverized pulp at the absorbent-body-shaping unit.

20 ©. The equipment according to claim 3, wherein the
plurality of units further comprises an intermediate-product-
producing unit configured to produce an intermediate product of
the belt element based on a third sheet member, wherein

the intermediate product is adapted to be transferred in

25 a state of a continuousbbody along the first direction from the

intermediate-product-producing unit to the joining unit

a weight of the intermediate product continuously
extending between the intermediate-product-producing unit and
the Jjoining wunit 1is supported only by tension of the

30 intermediate product, and

the Jjoining unit 1is configured to produce the belt

element from the intermediate product.

7. The equipment according to claim 6, wherein joining unit



10

15

20

33

is configured to join each of the end sections of the absorbent
main body to one of the belt elements, and to sever the
continuous body of the absorbent main body into a certain
length in the first direction to obtain the individual

absorbent main body.

8. The equipment according to «claim 1, wherein plate
members are spaced away from each other and each of the
connecting members 1is inserted 1into the space between two
adjacent plate members to connect the corresponding units in

the first direction.

9. The equipment according to claim 1, wherein some of the
connecting members are arranged lining in the second direction
between two adjacent units to prevent a twist between the
corresponding two adjacent base plates connected in the first

direction.

10. The equipment according to claim 1, wherein the plate
members are horizontally arranged and the devices of the units

are directly fixed only to the horizontal plate members.



