- 1 - SPECI FICATION Title of Invention: MANUFACTURI NG METHOD OF ABSORBENT
ARTI CLE 5 Technical Field The present invention relates to a
manuf act uri ng met hod of an absorbent article. 10Background Art A

net hod is known in the prior art of manufakturing an underpants-type
absorbent article, which is provided with an outer body provided with a
front piece and a back piece mutual |y, ojngd, i de areas, the outer body
15havi ng el astic nmenbers provided di%%%%‘lnuéﬁgpi al ong portions of the

| oner edges of the front piece and back piece that define the |eg holes,

and an inner bogy Lo ajrﬁ;ie@&i%&:amggmz%;@ﬁéyMﬁﬁjﬁobhb@hAisgoﬁﬁeh@r ed to

the outer body so as to be position In a crotch area, 20including:
respectivel y tH8n$Parti ng conti nuous sheets that respectively formthe
front piece and the back piece in the formof sheet webs in a machine
di rection, supplying a continuous elastic nmenber in the formof a
conti nuous el dstGIsady fi¢lithe sheet webs while 25oscillating in a

cross- machi ne di r eqton pejdpendingulah oho rehe teachibng dhneehtenrsagt hat
portions of the continuous elastic bod¥_are alternately positioned on the
sheet webs andShtas ¢ e 3RO RELST T4t &chi ng the portions of the
continuous elastic body positioned on the sheet webs to 30t he sheet webs,

af fi xi ng_bands_ al.ong the edges of the sheet webs to hold the continuous
elasticggody ﬁ%?ﬂ%@%“?ﬁ%pﬁ' ds and the sheet webs, and cutting and renoving
t he continuous el ast iretody itsogeicher iw tthet beibandstand thheusheetirmels (see

L )i, L TRRMLAGK 9 SISO 6! 3L iR sy ok, e coo
with an outer body provided with a front piece and a back
piece mutually joined at side areas, the outer body

15 having elastic members provided discontinuously along
portions of the lower edges of the front piece and back
piece that define the leg holes, and an inner body
containing an absorptive body and which is anchored to
the outer body so as to be positioned in a crotch area,

20 including: respectively transporting continuous sheets
that respectively form the front piece and the back piece
in the form of sheet webs in a machine direction,
supplying a continuous elastic member in the form of a
continuous elastic body to the sheet webs while

25 oscillating in a cross-machine direction perpendicular to
the machine direction so that portions of the continuous
elastic body are alternately positioned on the sheet webs
and outside the sheet webs, attaching thebportions of the
continuous elastic body positioned on the sheet webs to

30 the sheet webs, affixing bands along the edges of the
sheet webs to hold the continuous elastic body between
the bands and the sheet webs, and cutting and removing
the continuous elastic body together with the bands and
the sheet webs (see PLT 1). 1In this manufacturing

35 method, elastic members are not provided along portions
of the lower edges of the front piece and back piece

around the inner body positioned, and are therefore



around the inner body positioned, and are therefore - 2 - provided

di scontinuously. Ctation List Patent Literature 5PLT 1: I|nternational
Publ i cati on No. WD 01/72237 Summary of Invention Techni cal Probl em However,
in the manufacturing nethod of PIT 1, since 10t he bands and sheet webs are
cut and renoved, material that is not used in the finished product is

required, the&gﬁfoﬁiygggg%gtqnh%%sr'gk of increasing material costs. Since
t he bands and “sheet webs are cut and renoved continuously along the edges

of the sheet webs, 15the increase in cost in this case cannot be ignored.
In addition, sijncga,devige for formng and affixing the bands as well as
space for installing that device are required, there is also the risk of an
increase in costs rEqEedfterapidGuct i on equi prent. 20 Sol ution to Probl em

According to the prggent. imventh@nona1menwhactur bAgNBRt Hodoof78n37
under pant s-type absorbent article is provided, which is provided with an

outer body provided 25with a front piece and back piece nutually joined at
side areas, timmeidsr Jodnkaviing el astic nmenbers provi ded di scontinuously
al ong portions of the |ower edges of the front piece and back piece that
define | eg hol &M HEE la 5HHEM body cont ai ni ng an absorptive body and whi ch
i s 30anchored to thvdigirde iof thire maut:€nchody ngcorphbdi ng, PLA 1, since

10 the bands and sheet webs are cut and removed, material
that is not used in the finished product is required,
thereby resulting in the risk of increasing material
costs. Since the bands and sheet webs are cut and
removed continuously along the edges of the sheet webs,

15 the increase in cost in this case cannot be ignored.

In addition, since a device for forming and affixing
the bands as well as space for installing that device are
required, there is also the risk of an increase in costs
required for production equipment.

20
Solution to Problem

According to the present invention, a manufacturing
method of an underpants-type absorbent article is
provided, which is provided with an outer body provided

25 with a front piece and back piece mutually joined at side
areas, the outer body having elastic members provided
discontinuously along portions of the lower edges of the
front piece and back piece that define leg holes, and an
inner body containing an absorptive body and which is

30 anchored to the inside of the outer body, comprising, in
turn: a step in which a continuous sheet in the form of a
sheet web that forms the front piece or the back piece is
transported in a machine direction, a step in which a
continuous elastic member in the form of a continuous

35 elastic body is supplied to the sheet web while
oscillating in a cross-machine direction perpendicular to

the machine direction so that the continuous elastic body



turn: a step in which a continuous sheet in the formof a sheet web that
forms the front piece or the back piece is transported in a machi ne
direction, a step in which a continuous elastic nmenber in the formof a
continuous 35el astic body is supplied to the sheet web while oscillating in
a cross-machine direction perpendicular to the nmachine direction so that

t he continuous el asti - - 1s.alte t OSLiI d - sheet
web and out si §es tﬁilzcesrﬁlgte%%q&elg,osgﬁéok‘%g Bér H{%nghéfet ﬁ%gcgﬁtgi %ﬁgﬁiagl astic
body positi onédeorsheed siebet aneb thee partachedofothhecehéénuped, chastep in

whi chpor ti ongfy 1 s6aplauows cheel:astic,RadyBoskEhoned eyt ghde the
sheet web are hel'd by a hol der, ng a cutting step in which the portions of
t he conti nuoussh&edstied bedyptem sindehiks sREEfoRebOar EnBufCBRdNFERBYed.

10Advant ageous: [Efect $0fy aventiicPRd outsiAB WRdespaBtsykyperabserbepy
article having elastic nenbers around the | eg holes can be manuf a%tgégd
a s

i nexpensi vel y.2 158A%eT BEScA pUtEATEF SERE BRalifhgs the PorEjensio
perspective viewahwu@ apeistal ackiyr stiterbedichenthaeeondbngrtoctibeapaesent
i nvention. FIG 2 is a plan view of a diaper that has been
opened up by (iF%5i%hi ng j oi ning portions positioned at 20side areas.

FIG 3 is a longitudinal cross-sectional view taken along lineof FIG 2.
FIG 4 %3 a |l at raIt Cr 0Ss- iQCnaI view taken along line V-1V of FIG 2.
25FI G Blis a ‘et adeei e it icC di &dr AMFBF8%pl ai ning a met hod of

manuf act uri ng di apens.underpantBH-Gype kdspabthal astchemat hevidhggeaastor

expl ai ni ng a net hod _of r(r)%nuf% tur FIGS. 7(A
g

i_ng.di-aper
and 7(B) are reénvk\ﬂer‘irgss asrhovr\}dn reollleglrg%&%gsﬁéﬁdbﬁz{nanufacwﬁa 8is a

parti al schenutriexmdiregvarhyf.or expl ai ni ng a method of manufacturing di apers.
FIGS. 9(A), 9(B), 9(C and 9(D) are drawi ngs of a top sheet web as vi ewed

fromarrows A, B, Cand Dof FIG 356. -4
15 Brief Description of the Drawings

FIG. 1 is a perspective view of a diaper of a first
embodiment according to the present invention.
FIG. 2 is a plan view of a diaper that has been
opened up by unfastening joining portions positioned at
20 side areas.
FIG. 3 is a longitudinal cross-sectional view taken
along line III-IIT of FIG. 2.
FIG. 4 is a lateral cross-sectional view taken along
line IV-IV of FIG. 2.
25 FIG. 5 is a general schematic diagram for explaining
a method of manufacturing diapers.
FIG. 6 is partial schematic diagram for explaining a
method of manufacturing diapers.
FIGS. 7(A) and 7(B) are drawings showing rollers Rl
30 and R2.
FIG. 8 is a partial schematic diagram for explaining
a method of manufacturing diapers.
FIGS. 9(A), 9(B), 9(C) and 9(D) are drawings of a
top sheet web as viewed from arrows A, B, C and D of FIG.
35 6.
FIG. 10 is a drawing showing an adhesive application

pattern.



FIGS. 11(A) and 11(B) are draw ngs of other exanples of adhesive
application patterns. FIG 12 is a drawing for explaining a second
enbodi ment according to the present invention. FIGS. 13(A) and 13(B)
are drawi ngs of a top sheet web as viewed 4romarrows A and B of FIG 12.
FIG 14 is a drawing for explaining a third enbodi mrent according to the

present invention. El 15.1.s l.oded L
expl ai ni ng 10anothé?mg&a&ﬁl%quwghléﬁﬁ)pgffig%gw%éggrggtPghggfgéﬁﬁ%g%%ents
The fol | owi ng P cvdidesl ven aexpliasdtiioon peft telr@spr esent i nvention in the case

of applying to a digposabl g JlounderAant $otyRepdbaRghy Notechiat the present
invention can al so be applied to other underpants-type absorbent articles

worn in the meiHerdigiendn agrpaidgarcem the presgnthipgeefefte to FIG 1

showi ng g first enmbodigrents @gcei@i N3 (59 the @rr%%%gsi pyent ikep, sacdiaper 1
is 20provided with an outer body 2 and an inner body 3. The outer
body 2 is provitRdn'tieHednftiedl 13F 19&Faratéct FoRt piiéceld; back piece 5 and

connecting sheet 6.pia addiitd en drWhgighgoruksalby njieignadtat rgi de areas 1F,

the front piece iéfnd t he back, piece 5 are nutually 25connected by the

connect i ng sheBPEERENATPEH Y& HOft PE65F8ar ‘Gi'FBEEPEn FR in" a crotch

area 1C. Here, wherrmor n,5 tihe dnr eixdp lpidece p4 ains vijlesi trioenestpoaihhegabdom na

si de of ,the mearggi and th ba%kepiece 5 i%.gositioned on the back side of
Adis : 6

the weafdr. | &ddi%i on2™Stthe diFAp&r 1 PP SdPEvi ded with a wai st opening or
wai st hole 1Wdefined by an upper edge 4U of the front piece 4 and an upper

edge 50 of th . [i.ece i.r. of leg openings or leg holes 1L. In
this case, ea?ﬁgﬁééqﬁﬂéé E%i@ﬁgéﬁfﬁﬁﬁsby an edge 1LE, and this edge 1LE is
35fornmed by a | owerTredge dlowsing hperofriclets pineeeprdanationerfedge Stresknthe

back piece 5, gndhotd) edges, s34 to*feéa%@%@tiﬁ@r $¢ di gechbaapkl of the

connecting sheet 6. On -5 the other h i nner body 3 contains an

absor pt e bodiRdeirpTiie duard app@erand Natehéhed ot REcE6RkedPVRETIRBet 6
on the inside ofy thesPWeraRAdL 2 to other underpants-type absorbent

articles worn in the manner of an undergarment.
With reference to FIG. 1 showing a first embodiment
according to the present invention, a diaper 1 is
20 provided with an outer body 2 and an inner body 3.
The outer body 2 is provided with a mutually
separate front piece 4, back piece 5 and connecting sheet
6. In addition to being mutually joined at side areas
1¥F, the front piece 4 and the back piece 5 are mutually
25 connected by the connecting sheet 6 extending in the
front-to-rear direction FR in a crotch area 1C. Here,
when worn, the front piece 4 is positioned on the
abdominal side of the wearer, and the back piece 5 is
positioned on the back side of the wearer. In addition,
30 the diaper 1 is provided with a waist opening or waist
hole 1W defined by an upper edge 4U of the front piece 4
and an upper edge 5U of the back piece 5, and a pair of
leg openings or leqg holes 1L. In this case, each leg
hole 1L is defined by an edge 1LE, and this edge 1LE is
35 formed by a lower edge 4L of the front piece 4, a lower
edge 5L of the back piece 5, and both edges 6S in the

transverse direction LT of the connecting sheet 6. On



Wth reference to FIG 2 showi ng the diaper 1 when 5opened up, the front

pi ece 4 has a rectangul ar shape. The upper edge 4U of the front piece 4
extends linearly in the transverse direction LT. On the other hand, the

| oner edge 4L of the front piece 4 is provided with a central portion 4LC
positioned substantially in the 10center in the transverse direction LT and

si de portions 5 0 d in_th r er ctjo .t he
central porti otﬁ!%L%%ett}he cedrit fczﬁe r%lrﬁte?o% % C\éextéghgsnguéét gkﬁ% ?H%Qn
transverse di rewty,omndl i sand ariepyiede apor eingher4dStar €hsl cghtkgténgved

towards the upgqggeted@ fnlSC#é T;Ln%ﬂ%diotfi QR lggttgrsbgggegges 45 in the

transverse direction o ont piece ext end stantially in a
| ongi tudi nal directiidhm II¢Lemnee ttve Nlngilt gliomangdihecti-apeENLj ghen

per pendi gul ar 4.0..the 1, a”c%‘éerﬁ%n‘%' "Eﬁ%tc'eoﬁl h£529| Be@@ghbh%r Ehe Qack IOI ece
5 has a hexagonal shape protruding towards front piece Ng

back piece 5 ipriacdeddsia HanOrfeéﬁl&néﬁpaft wareﬁe 6ofaf¢6ﬁd5v\;taﬁaaalf

trapezoi dal ext:erHdg RAILIABOR Rk iext ends bhoﬂhbhgtﬂ@kshaﬁ@rttﬁa 5w
towards the front piece 4. The 25up fper edge of the back, piece nanely the

upper edge 50 T"Gthedmsd L o tihen 85 te%‘ﬂ@ﬁ‘ﬁs s&ﬁsPéﬁWQFwaﬂﬁht

transverse di regtien lbrt@dr mgcom%rlth@ﬂ@d tgh@sltan/eﬁa@dgelﬁf thhe back

pi ece 5 nanel t he |.ower edq:e 5L of tg ext endi Il[lg gogtl 0{} h Br ovi ded
With a t8ntralc POrEs ot IG8LEPOSIETGed SaHSL AR Fal FY%i A*tRePRERL8FSin the
transverse di r&ac ican Ho'l'tkﬂrﬂioﬁﬂsd&np(thtel anansSkSrer HﬁlthCS[LdESL[['nthEhe
transverse direct,i on‘L QE[ nt rhal portrl n SL%: nh(;;;Lge en ortion 5LO
ext ends subst anti e{ﬁ e’ svers& dic rgctp E? § si de
portions 5LS ammssjargmdlﬁycuwwatrmmds theegppen édigeabl Whel eidrt endi ng

at an angle w .esnect h er [N I i ton, both
si de edggs 55 55}{61%—%' %It%]%]{er g&é\ﬁ?@& ;ﬁr%ggtdl E%E«%?Bt hghga{]ﬁg%?e%ggg ext end
substantbal | y 4th t He lagivgittigdi, n@otdi séetei 6A9EN. 4S in tiNgehroperedsap as

ShOWP ItndFIbG Zordd8 dd Y RLe hrapdlhe sback phecEnataheiafifignggadanhil e
separat y %ongltudlnal direction LN. Here, the longitudinal

direction LN is perpendicular to the transverse direction
LT.

20 In addition, the back piece 5 has a hexagonal shape
protruding towards the front piece 4. Namely, the back
piece 5 is provided with a rectangular waist portion 5W
and a trapezoidal extending portion 5E that extends from
the waist portion 5W towards the front piece 4. The

25 upper edge of the back piece 5, namely the upper edge 5U
of the waist portion 5W, extends substantially in the
transverse direction LT. On the other hand, the lower
edge of the back piece 5, namely the lower edge 5L of the
extending portion 5E, is provided with a central portion

30 5LC positioned substantially in the center in the
transverse direction LT and side portions 5LS on both
sides in the transverse direction LT of the central
portion 5LC, the central portion 5LC extends
substantially in the transverse direction LT, and the

35 side portions 5LS are slightly curved towards the upper
edge 5U while extending at an angle with respect to the

transverse direction LT. 1In addition, both side edges 58S



5spacing area SP in the longitudinal direction LN perpendicular to the

transverse direction LT. The connecting sheet 6 extends in the |ongitudinal
direction LN by straddling this spacing area SP substantially in the center
in the transverse direction LT of the frorft -10pi ece 4 and the back piece 5,
and is respectively anchored to the front piece 4 around the | ower edge 4L

and the back pie 5.around t he |.ower .edge_5 n y _t ext i portion
SE. The connett] T Hasr g oS 4 SHabeSncinFar Backnet Foe: f ok tald

provi ded i n boetipsdiades adfl ya ine¢chandgohgr tshapelsdbseanipal Lif-in the center
in the |ongitudinalgdir [ . Lhothis casercthe |ength. gpd/ gr owidhh of
t he connecting sheg]th%lé] ;%r%%tn%g F%Jaﬁlssvgtrn?gﬁdggec%i on LT ?s slﬁorteg than the
wi dt h of the farshtthsi deek4 rasget heabackr2zopoedevBiila shparphfdverse

direction LT, andithe J.eagih qf, the gennechhngashgetcBtiBnt he | ongitudi nal
direction LN is also shorter than the | éngth of the inner bod%{ 3 in the
| ongi t udi nal AFEIGEURE te &86i tiréRsveReesrdecedges 63 of ThRe connecting

sheet 6 are preyirded iWdt Rhae25¢erkiahdBorhi @nc698ngubstianti alil yebnibhe
center in the _|ongitudinal direction LN and end gortl ons 6SE gﬁsi tioned on

both sides inlthéY Gigiadddiing tdiceEPR6ATE! 2ERE cenfFAFTPBFLRONY660, the

central porti ahdSertercuhvete ~Wanhdveard BhecendopoLti onsthSEfexhend
substanié)ally i.n 30t he | on ityﬁdi nal .direction LN. In other rds, the end

porti ons” 6SE &S5t caMfcit 2CK PHECEdJes 2B tRe 6GPEFTAEAYY2 that define

t he | eg hol es algharanelty tihe lfower edgecdl. aebuhbHetherohbwpireedgd and the

| ower edge 5L of-the back pi.ece 5, but rather . are_pasitigned farthe o the

35inside in tﬁ']‘élq ralfs é?rcg(ep&iercgc?i (%Oll_l‘?dt gﬁ t1 geFoﬁégee gésn %egngE%.

Not e that the eetickrplintg gost68E &ar.r espond to both edges in the transverse

direction LT - 7 -,0of t r.tio h onn [.ng:sheet that overl ap
THE co@%eQﬁlggagae%E % %gg ?nggéhg iRl @ﬁ%cﬁ

with the front piece 4 and the piece ddition, both end edges 6E
in the longi t ydhnsdlriditrieotsi erreL Nrovitke donketchi Agdsheef 6 sxcepggular

substantial ly dfudche pidransuenss dir egll @8nkds in the longitudinal

direction LN.  In this case, the length and/or width of
the connecting sheet 6 in the transverse direction LT is
shorter than the width of the front piece 4 and the back

20 piece 5 in the transverse direction LT, and the length of
the connecting sheet 6 in the longitudinal direction LN
is also shorter than the length of the inner body‘3 in
the longitudinal direction LN. In addition, the side
edges 6S of the connecting sheet 6 are provided with a

25 central portion 6SC substantially in the center in the
longitudinal direction LN and end portions 6SE positioned
on both sides in the longitudinal direction of the
central portion 6SC, the central portion 6SC is curved
inward, and the end portions 6SE extend substantially in

30 the longitudinal direction LN. In other words, the end
portions 6SE do not coincide with the edges of the outer
body 2 that define the leg holes 1L, namely the lower
edge 4L of the front piece 4 and the lower edge 5L of the
back piece 5, but rather are positioned farther to the

35 inside in the transverse direction LT than the lower
edges 4L and 5L. Note that the end portions 6SE

correspond to both edges in the transverse direction LT



On the other hand, the inner body 3 has a rectangul ar shape that extends in
the longitudinal direction LN. Both side edges 3S in the transverse
direction LT of the inner body 3 extend substantially in 10 the

| ongi tudinal direction LN, while both end ‘edges 3E in the |ongitudinal
direction LN extend substantially in the transverse direction. In

addition, a paj f | eaka r Nt .S proyided h sides
in the transveor]éet%cﬁ rec |lg%1“{'i3%\{ c?fe {&%g%i%%g‘%béﬁ‘&%% gl ghg%b&gﬁrg? e edges
3S of the inneritfodyhe3.frig foiesecedgesdandcobaglt grieedgés 730 in the

transverse dir i N t e pr eyenti.n spi1extendiiipyt he
| ongi t udi nal d??%lctﬁ%or% Eﬁ{th&%\?ﬂ% revi@ugry@ygsgrogggg,gat ﬁeli nner Eod;r/l 3is
200ver | apped dnl @hcdhor epraeatied sheedt iong=skeet sebssaasied e 1poshei oned

in the cpotch @argadGsd Nithis icase,r .t he inner body 3 extends in the
| ongi tudinal direction LT beyond the connecting sheet 6 and is al so

anchored to the frdéiit PiedErasdthe thacknpeacosy 35PASaddition, in this

case, at |eastra:-fRoiddien ofhdde eent alperkt ian t630 16hghetihishde edges 6S
of the connecting sheet are positioned farther, to . the inside in the

6
transverse di rect§on- T than BHE sdcer c€d§es 3756 "ot PEnETPEEREGE pr event i ng
menbers 7, anddiafe-tal@o 130pasidHeonethefrapidagr 3t exttked Bsbdeannithéy in
transverse direction LT than bofh side edges 35.of .the inner body.3..ln
contrasﬂ,8 t he tg‘hed lpod}gljitd’ﬁjs]“t‘?éEct}f[eﬁé:tlﬁnsi%g]é é’gdé@ @gtgr S“Qo%ﬁ??c%né?{ f-art her
to the outsidecha tdeyittraniswdr s8 rdiatéch anl ektehan sbhothasicdelégges 85eof
the i nner bodyt3 35and ar.e al sonpositi oned farther to the outside in the

transverse direction LF thar the Gut er edges 750 of the | eakage preventing
menbers 7. - 8 - In adddsisiiowm ipaiEl Gf 3eatkhgef portvepiteng Aepyepsovi ded
with two sheets ﬂ_ac;‘(p_-l t T.that f arer-whgh wern and
a back sheet 4B that I%/tecdegor}[ gj%tﬂg%gtﬁjte;éi g\%};‘gn%\%g?ﬁ%gﬁ%et he f:opl) sheet 4T

and thelback 5shedte 4Brate bagvwal 13k coge Hoapped deSiedickear By, ofhéhBaéknSkeet 5

is also providedpiih tme Sﬂl%%t%dq%%m%lﬁﬁ’/o% LOR eSheelyeST 76bat nf ages the
wear er when worn "and a back sheet 5B that faces to the outside when worn,
and the top sHeANFELER diHePdae dhedt sBearleamofaPryV6rerPdppealrerdon

t he ot _her handy éi&@m@g@@ﬂ@g&{*@q&tuc@ﬂaq fdgn_»@@_@ifo&loma singl e sheet. The
sheet in this case Arrsaywabse plrle L:lLlqu eyr rcrieeasbclrelb%h,l It%léjel qn‘ngge%g%l?/bl?ae'is

20 overlapped and anchored on the connecting sheet 6 so as
to be positioned in the crotch area 1C. 1In this case,
the inner body 3 extends in the longitudinal direction LT
beyond the connecting sheet 6 and is also anchored to the
front piece 4 and the back piece 5.

25 In addition, in this case, at least a portion of the
central portion 6SC of both side edges 65 of the
connecting sheet 6 are positioned farther to the inside
in the transverse direction LT than the outer edges 7SO
of the leakage preventing members 7, and are also

30 positioned farther to the inside in the transverse
direction LT than both side edges 3S of the inner body 3.
In contrast, the end portions 6SE of both side edges 685
are positioned farther to the outside in the transverse
direction LT than both side edges 3S of the inner body 3,

35 and are also positioned farther to the outside in the
transverse direction LT than the outer edges 7SO0 of the

leakage preventing members 7.



This being the case, the connecting sheet 6 is softer than the front piece

4 and the back piece 5. Note 15that the quantity, nmaterial or basis weight

and the like of the sheet that forns the connecting sheet 6 can be sel ected
so as to be softer than the front piece 4 @nd the back piece 5. The degree

of softness of the sheet material can be neasured by, for exanple, a

cantilever 20methodys |4, Ad0iL] o B t.'%%e?éf%%‘te shewn i BsFLGo2gehhe
connecting sheet 6 is attached to thé inside and/or wearer side of the
front piece 4 wahd tthe el ecer® lnameltprt 6heké 8ptiReefsCaT 4AE 5T.

However, the 23conneciidig #getaf Yy 2hsenkeatibaghad tacthergutside of
the front piece 4 and the back piece 5, nanel ¥]1 t(% t he back sheets 4B and
$hiek

5B. Alternati val§sidnhemea® Erodid BéEn tord Hé PBAgithGdPASK direction

LN of the connaeddingisheet ofidimy 1Re FRda Apcbe sandwiehed, behweenckOt he top
sheets 4T and 5T and between the back sheets 4B and 5B. V\hegeupon, bot h

areas around tHEEnd ot Ae FEAEh§1$hedt’S FPERESK oRGIMEGdr ndl t8Pr ecti on
LN are not expases @arT thetsifdes Oft HherdeR rsheehs wéTnaadd5: sackhehback
sheets 4B and 5B, thereby resulting in .better touch 35t e skin. . In

addi tion, the ton hEti Shedt t(t?q %%rléieré’ =St éﬁ’ﬁfnfoaggpéggt i‘§’8ﬁ FPSH"t he
front piece 4 Ihchridhetbadequ etedd. 5B a%e mutuallbeoeertitheptdp sheets 4T
and 5T apd back sheets .4B and 53 of . t front piece he _b i,ece 5
as well %Qs t he conﬁg%tscihneg Ogtﬁqeeeﬁ %?néir’eh%éacﬁognng%}&gvéggggb%i gsf gr%%g%df rom
synt heti ¢ fi befrsoms uc e iasylpolsiadeds.i n-Thas edheBfti ber $hils cheenmanepeof

pol ypropyl ene (PP). or I (PE) | ene terephthaiate
(PET) - based ffljbcg]%lsd) ?a%{%éﬁl%(fer??&ﬁgdngﬁﬂp%g{rl%ﬁ%Pébri ¢ manuf actured by
spun bondi ng or ai rthiw dwgndonidi mgseandheacionmgstangashseheibght of , for

exampl e, 13 g/d@rto, %%P%H@-fﬂd%tt@efﬁig Eat Snbedicment-kagserdi By t §othe

present invention, the top sheets 4T a T are respectively fornmed from an

SMB nonlwoven b i tdrsh AT i adiad- amdisghtorofoass sg g Ihér fed FREMLPES, t he
back sheets 4B and,SBrts: raspeatd gl Hordme dotamga sspen- Bordedpaon- woven

fabric 1Shavi nsgeflecbtaescll SSOV\eaisghgo Cl)cfe 1570&/6222 tfh%rnrr?:%ef rfcz)frgngp’ .and t4he d
piece an
the back piece 5. The degree of softness of the sheet
material can be measured by, for example, a cantilever
20 method.

In addition, in the example shown in FIG. 2, the
connecting sheet 6 is attached to the inside and/or
wearer side of the front piece 4 and the back piece 5,
namely to the top sheets 4T and 5T. However, the

25 connecting sheet 6 may also be attached to the outside of
the front piece 4 and the back piece 5, namely to the
back sheets 4B and 5B. Alternatively, the areas around
both ends in the longitudinal direction LN of the
connecting sheet 6 may be made to be sandwiched between

30 the top sheets 4T and 5T and between the back sheets 4B
and 5B. Whereupon, both areas around the ends of the
connecting sheet in the longitudinal direction LN are not
exposed on the sides of the top sheets 4T and 5T or the
back sheets 4B and 5B, thereby resulting in better touch

35 to the skin. In addition, the connecting sheet 6 is more
resistant to separation from the front piece 4 and the

back piece 5.



connecting sheet 6 is forned froman SM5 non-woven fabric having a basis
wei ght of 15 g/n2 forned fromPP. In addition, an elastic nmenber 4WGis
provided in the front piece 4 around the upper edge 40, and an 20el astic
menber 4FGis provided in the front piece 4 between the el astic nenber 4WG
and the | ower edge 4L. Mreover, elastic nenbers 4LG are provided al ong the

side portions 4LS e r..e . o] Ln4F 3 | ded
portion 4F is pr ov?f(feg(glarég%ﬁotph%gﬁgélesr 4@38§H4\Lé1@i %9%5\%7\,%?&5?%8%%61%% sheet
48 is fol ded tand Hd sifddhef fireatt ppeskedt an¥, thpdberE eLasei e aentier 4w is

anchored bet ween fihe baglSheet sidlals the takdi agnparibeandkapEnct he ot her
hand, the elastic nenbers 4F0 "and 4L0 are anchored between the top sheet 4T

and the back shedteug rospsiviithetiy, fdhessastceé AenbertyYSWetis-preefded in

the backspi eceriarpunfd ke ridppRlr ed9exaYprapgiancel@syi ernenber 5FO is
provided in the back piece 5 hetween _the el asti nb and tgg | ower

c nmenper S5WG
edge 5L. MoredrhYeldldsnie MEnbérs pS’I_l@e§|k1é(lﬁp8fo8§8pQFBﬁgaitﬁe §Fdé portions
3551 S of the lwerd edge B, Ad alodeddparbimon bbni-sopeavirdediar ound the
upper edge 50 in ich the back sheet BB is folded to the side of the top
sheet 5T, and Wwwqc%e-d SYaSB MERGErIsHE F%réﬂéﬁﬁﬂjg BSP&éBﬁ'tﬁggback
sheets 5B at tdwrif aladi g peritld eright OfF,t ferotkemphand] 3t hémél ast3@ menbers

SFG and., SLG h b the t t 5T.and the b 5B.
These. ef Bsti o Hidhber S"oae. ARG 4HEeUENE ST and B B B rE EResT br m of
t hreads, for examplte,orandhar ¢ont tsheleed 46 the bilontrepirespedtanmdlyhe back
i 5 whil t j t t i i ~ I th
prece e éc{g{l_%%cn of Bt A&l LANSYLSS %2?‘:' ng%{?oé{‘ggghé %@Eght ne

el asti ¢ nmenber c 2udes an 10elastic nme 5 Int wai st
portion 5W of athe havkpfeceed andmahSel ashé¢ chaekbere SR pravi deld 2¥et he

ext endi ng portﬂ%&%ix@if%ﬁ%&&@%ﬁ%ogguﬁl%%gég nén-LRGehl @abir¢member

5FCGE is provided overlapping the inner bo and the | eakage preventing

. . y
nmenber 72 Thi dai5dl%st ke sientyer 9SECR fpridviddes Epaaed cfaemi bR betthelet t he

connecting sheet 6 is formed from an SMS non-woven fabric
having a basis weight of 15 g/m® formed from PP.

In addition, an elastic member 4WG is provided in
the front piece 4 around the upper edge 4U, and an

20 elastic member 4FG is provided in the front piece 4
between the elastic member 4WG and the lower edge 4L.
Moreover, elastic members 4LG are provided along the side
portions 4LS of the lower edge 4L.. As shown in FIG. 3, a
folded portion 4F is provided around the upper edge 4U in

25 which the back sheet 4B is folded to the side of the top
sheet 4T, and the elastic member 4WG is anchored between
the back sheets 4B at the folding portion 4F. On the
other hand, the elastic members 4FG and 4LG are anchored
between the top sheet 4T and the back sheet 4B.

30 Similarly, an elastic member 5WG is provided in the
back piece 5 around the upper edge 5U, and an elastic
member L5FG is provided in the back piece 5 between the
elastic member 5WG and the lower edge 5L. Moreover,
elastic members 5LG are provided along the side portions

35 5LS of the lower edge 5L. A folded portion 5F is
provided around the upper edge 5U in which the back sheet
5B is folded to the side of the top sheet 5T, and the



side areas 1F and crotch area 1C of the diaper 1 when worn. Simlarly, the
el astic nenbers 4LG and 51, G al so provide elastic action between the side
areas 1F and crotch area 1C of the diaper 1 when worn. 20Note that the

el astic nenbers 4LG and SLC are not provi déd-around the central portions
4LC and LC of the respectively correspondi ng | oner edges 4L and 5LG and

are thus provi ] i ., nt | e asti Sc4LG
and 5LG do notéjl:%%ncaq%(ﬁﬂoé}g%exﬁ%%%@%q%?d%%wgﬁg/ gﬁgcgrﬁﬁgc?ﬁ%%éhggt 6

in the transversel riectdiow PPrideonevdr, &8 shewatherFhend?, thhe el astic

menbers 4LG and) SLG slhigid s over lap 5he cernesi-hngesheet wBeandnhtheopnner
body 3. Note that the upper edges of the top sheets 4T and 305T are

arranged roughtieelt ong attek 1 ddFesest Sthe dhgsei elasikber BeAMBrand 5WG,
ons (he | oo A G e e Ty e renpeec oo

al on e | ower edges o e back sheets an : re e elastic
rrenbgrs 4G, 4%63%1_5& MWGEBEE S5 aRd SI6 AtdeCHrRedOr EBf SFRSEI B1FFBer s
in the manner OfamatidalbddibRereces yntidgtiicC stehehear ispandex rbhbeegseand
have a draw ratio of, far_ exanple, 1.3 to 3.5. In the <case the elastic
menbers 4W), Jée%t\/@réﬁg‘SFG are formed from spandex, the thickness of the
el astic nenbers 4WGn 4FGs DAMEgndeFEliast iltomeavanpbes 30@1dtex ta 1200

dtex. In,the first, .eprbodi,nent ording to.t hf%ggr eseni;C 5i nventi on, O%_he
r ro

el asti CT(r)mrrberesl%CaﬁncF% 'S EESIERTelY £OFmid P ok S5aRtex "havi ng a

t hi ckness of 940G diaxk aniccalr dwanat o @fla3t0c tembelrasStiGE pepbedsd4EG and
5FG are forne 0 i hi n f n a atio
of 2.5, the eldcaﬁsgt I%Qtﬁéé%&f% %%glg%e% Of o%lr%ega?lr %r% éggﬁgégéﬁg\(?ﬁg&aglg\'/er age
draw ratio of 2. 5hamdadd elmegthier didbers PrGvadedf ovmedabpondspandex

having an avergge dnaw af i Pf 2 a-eahaag%d%irfe!v%ftihgem@lnﬁét_»! g .merher AVG
and the el astic nmenber '5\W5 respectively contain 5 spandex fibers, the
el asti clfenbere 4G dsitaihe T Spavdelest cBassict RetérasPrEVRBRDEPSSFGW of

the wai st portdi SWeental nsd brepandexchi her o and thepekast ivecpenber
5FCE of the extendi n%,po,rtl on SE contains 2 spandex fibers. Note_that the
el asti c menber®4Ws AEY,1§01E thice BEGiandcsPersay 5l 889 FofhEd from

20el astic shegirovide elaA%iicS shawn brtkkGh tiecanddé, atrbasi nFeanbdody 3 is
provi ded mjtrlé%éééﬁ“é%‘EFHQ?%Q!%hEO%i%%%%t13%he% k%@%{d
20 Note that the elastic members 4LG and 5LG are not
provided around the central portions 4LC and LC of the
respectively corresponding lower edges 4L and 5LG, and
are thus provided discontinuously. Consequently, the
elastic members 4LG and 5LG do not extend across the
25 inner body 3 and/or connecting sheet 6 in the transverse
direction LT. However, as shown in FIG. 2, the elastic
members 4LG and 5LG slightly overlap the connecting sheet
6 and the inner body 3.
Note that the upper edges of the top sheets 4T and
30 5T are arranged roughly along the lower edges of the
elastic members 4WG and 5WG, while the lower edges of the
top sheets 4T and 5T are arranged roughly along the lower
edges of the back sheets 4B and 5B.
Here, the elastic members 4WG, 4FG, 4LG, 5WG, 5FG
35 and 5LG are formed from elastic fibers in the manner of
natural rubber, synthetic rubber or spandex fibers, and

have a draw ratio of, for example, 1.3 to 3.5. 1In the



i nper neabl e back sheet 3B and an absorptive body 3A arranged between the
top sheet 31 and the back sheet 3B. 25In addition, the absorptive body 3A
is provided with an absorptive body core 3AC and a wrappi ng sheet 31kWt hat
envel ops the absorptive body core 3AC. - 11 -Wdened portions 3ACW are
formed on both ends in the | engthw se direction and/or |ongitudinal

direction LN of 30t.he sorptiv a a t I ;
portion bet weern Sbottgl g tle;)and n&eﬁ‘g)%gf%w%@eheg%gbr 8nén§Aé€§a§£geng%g%%jy
connect ed by n%l:rqmmmi,l ahs 3ACNknes saddi tthenelaspttur akinbgref 44Gits 3ACS

are provi ded i1y heyabsorptiive ;0dy oLe At hahoext eadchnibhe arox.

35l engt hwi se direction and/or | oNgi £udi na i'fection LN. These slits 37CS
i nclude a centlmalthsl ifti nsdsiembonédeatbscantilanby tPnthRePEEACBE in the

transverge di rﬁﬁ;érﬁﬂon, Je%e i bstardehde rsl blig RASI tivengdeon both sides of
the central slit. In the first enbodi nent according to the Eresent

i nvention, the9SRfGtH VS %t FOTaest rfélomslsipﬁnfi§x3éévﬁfﬁ9aﬁdtflﬁé #e8fhofs 12 nm

while the | engtdp Qfthersi de-a8sldatis ol 86 .0 and theswidt iaemsesgg nrm; Thi's
bei ng t he case,ryihe absorptive body core 3AC aS|Iy beng Ion gbl ts
3ACS, thereby & i15G &5 ing FHTEr EROR &papﬁlgxa &8r-pei get 683“%2\ t 8 tﬂ

wearer. The tQ:p;eSehes&id Ik avs faaried f nom, athyédégahtthmaﬁmeriowmzearéabr| c

f d b dfib PET fib nd_the hat
ranut act i e B A ForhdAG Cir TR *rECROTS GEn 48 72 FGn BNGTAG. br °&i £ Phr ough

bondi ng. The bsac:k tHeeetl a3B iics nicalbred Emnhaewabemedeﬁlrsmaapaaddx

noi st ur e- permeabl.e filmformed from PE. and 5 I or ve body
core 3AC is nglran‘%ldq raélmaﬁflﬁragesgﬁ?”agggﬁgen% po ymelr(t%( §RE§t§B§‘ 9 %re
t her eof . The wrlappiing rsiméetr INE jasdf cﬁhl@eelfas(bmamhyldeopﬁwm C nonwoven

fabric formed lfcgsgigc&ci'vlé‘i' FLldhased LGRS0k BEL ST 1 PRES <20d § henbhKe rt hat
i s manufacture
15 4FG contalns 10 spandex fibers, the elastic member 5FGW

of the waist portion 5W contains 11 spandex fibers, and

the elastic member 5FGE of the extending portion 5E

contains 2 spandex fibers. Note that the elastic members

4WG, 4FG, 4LG, 5WG, 5FG and 5LG may also be formed from
20 elastic sheets.

As 1s shown in FIGS. 3 and 4, the inner body 3 is
provided with a liquid permeable top sheet 3T, a liquid
impermeable back sheet 3B and an absorptive body 3A
arranged between the top sheet 3T and the back sheet 3B.

25 In addition, the absorptive body 3A is provided with an
absorptive body core 3AC and a wrapping sheet 3AW that
envelops the absorptive body core 3AC.

Widened portions 3ACW are formed on both ends in the
lengthwise direction and/or longitudinal direction LN of

30 the absorptive body core 3AC and at an intermediate
portion between both ends, and these widened portions
3ACW are mutually connected by narrowed portions 3ACN.

In addition, a plurality of slits 3ACS are provided
in the absorptive body core 3AC that extend in the

35 lengthwise direction and/or longitudinal direction LN.
These slits 3ACS include a central slit positioned

substantially in the center in the transverse direction



20manuf act uri ng net hod such as spun bonding or air-through bonding. In the
first enbodi mnent according to the present invention, the top sheet 3T is
formed froma non- woven fabric manufactured by air-through bondi ng and
having a basis weight of 25 g/nR2, the backZsheet 3B is 25fornmed froma

noi st ure- perneabl e PET film having a basis weight of 22 g/n2, the

absorptive bo care, 3AQ. i s qf.qr f.r si.ng 1 ayer pul p havi ng
a basis wei ghﬁLdef aféjo ngL/drreQ Salnl °s %Sﬁéwﬁgdao@ag%%mmé?gﬁ% é? 5% g/ n2, and
t he wrappi ng steestra8AWliig .f orimed hfer driratt SMBodomewbveaclofiabgi Eohaveng a

basi s wei ght rééééy'ﬂ%vent'onvéihksl%%%Wﬂ ? ELG -4n:88¢hs0f+the hegkage

preventi ng nmenbers has anchor edges anc_I}Dor I nner edges 73l anchored to
t he outer bodywp agd ttee iwitdh Bedy23mmandhfidee téggesnghd/ 6F bhtefledges 730

not anchgred to ;35¢ hes auf el BeQY 3.0k ilhe iiBnen hady 2hiknpaddytias, each
of the | eakage preventing nenbers 7 includes _a |iquid inperneabl e sheet
751-1 and el astase mefSerrdSPCPtdng rely cors 32C; §apd lYnpePAEaBlenghé8E 7SH

includes a | eakages pIeENtiRG MYN-FARMEN thabhigC a4BENeand arl eakage
preventing film7SHF. In the quter edges 780 of each of the |eakage

preventing meistRPE I qWakayé OpréFeHERRG Tnon- woven Sfabric 7SHN is

fol ded and overl| apsride @utserecadgas ief fohtckdedkage aphedenbhngiti hon7SHF,
and the_elastic nenbers .7G are ored bet n the fol ded | eakag

pr event?ﬁg nonlieh t?a&}dﬁjicc %ﬁﬁ%n & O 9@%&“65?3?%%&%@& thgEFeakage
preventing filMmbESHF adal note rldaeh thatt e oanherf at@edgdsby8@ of the | eakage

preventing nmenbers. 7. On the other hand, _.in el 2r_edges. 7S ch of
t he | eakage prmeavneun E}Cntgurr%élrgoénregch?,d the he g:j:’esS pﬁ)l?’ tb ﬁgaﬁégkggegﬁge\%}e}%}éﬁﬁg
non-woven fabribandigis.l N Tred ek |séaledageBprievéptineg fficbm ZSHEtaire

SUbStantialIyﬁ%%%%ﬁ%h%;%ﬁkﬁ%&ﬁ%th&etgﬁﬁﬁea%§em&ﬁﬂmmgﬁgmeaa% oﬂfPEhgnBeakage

preventing ne 7 rises up toward e wearer to act as Feakage
prevent Lhg barttieerisikethe Nhealkdge qprtaéventiony womews®en ibabPrBcASHNCMs f or med

from pol yol efinyhased, Jd hels e RELSIVARES @A)t be Z0kikee aRdribst. _
manuf actured by a nethod such as spun”bonding. The | eakage preventing film
7SHF is for med T 6P IGY PEPSndAhé 3 ifleemepn frRe i PEFATERbod-reRC ™

according to the dH essiti d meaMdorrdihedigakage npbevent irAgergnonwoven fabric
7SHN is formed from , _
fibers and the like that is manufactured by a
20 manufacturing method such as spun bonding or air-through
bonding. In the first embodiment according to the
present invention, the top sheet 3T is formed from a non-
woven fabric manufactured by air-through bonding and
having a basis weight of 25 g/m?, the back sheet 3B is
25 formed from a moisture-permeable PET film having a basis
weight of 22 g/m?, the absorptive body core 3AC is formed
from a single mixed layer of pulp having a basis weight
of 250 g/m?® and SAP having a basis weight of 200 g/m?, and
the wrapping sheet 3AW is formed from an SMS non-woven
30 fabric having a basis weight of 13 g/mz.

As is shown in FIG. 4, each of the leakage
preventing members 7 has anchored edges and/or inner
edges 7SI anchored to the outer body 2 or the inner body
3, and free edges and/or outer edges 7SO not anchored to

35 the outer body 3 or the inner body 2. In addition, each
of the leakage preventing members 7 includes a liquid

impermeable sheet 7SH and elastic members 7G, and the



25hydr ophobi ¢ SM5 non-woven fabric having a basis weight of 15 g/nR2, and
the | eakage preventing film7SHF is formed from a noi sture-perneabl e PE
filmhaving a basis weight of 18 g/n2. The elastic nmenbers 7G are forned
fromelastic fibers in the manner of natufddl -rubber, synthetic 30rubber or
spandex fibers. In the first enbodi mrent according to the present invention,

the elaStiC'nggﬁhd fﬁﬁ] eﬁﬁgp% e%%nh%goi%%%gggé g'?ggﬁag ving a

t hi ckness of draw T at nnection and/ or anchoring of
t hese nenber s rareve3scary insth-owgvelyy fabari ceX&hipl endheat eskabengregoniéng

seal i ng or an @dhesjyg andf he,J 'o'ﬁeceIA(e@%tesmlsb adheskueoeHVAL cenkabei no,

for exanple, styrene-isoprene-styrene
st yr ene- but adﬁ@fﬁéﬂ%ﬁ@ﬂr@néﬂ%@ﬁ/@r st ?@@néﬁét]q@ylﬁeﬁéﬁi\}?wtéﬁé 5PPr¥ABCSEBS)

adhesi vescan beyised faiy tihe adhesi weq We%l gcihkcalk¥r eaﬁ %OsthﬁétS 4T
and 5T and back 5sheets 48 and 53 of the front piece_4 and e back_piece 5

are nutual |y céifededieyaie ™ ddtlic 'PefhersdanBe 2EESTEACERACSEG/With a

prelimnarily appldethdiv datwaddi ttlh(én,fo@HerhQ%@kb@‘éabk@ﬂén‘ﬁﬂﬁfgenbhe
el astic nmenbers 4WG 4FG 5Ws and 5FG are sparse, nanel wher

10i nterval bet&H diddtic ehber J9t8 Hat &lgnprter16d nﬁ%‘@ HVA i s
applied to thelémgﬁé\q&tesreéﬂlaigd fSTmandHrhelocback s:beehst43taad058eby a

ti th t f | t trol Led t
Nor cover - Ha 401 o RaR G 05 DR 56 REet e T aNa 93 15ah8 TRE back
sheet s 5T and d&heaar gund,t hen It@mnmﬁgesd@lesaﬁswa Eencor dér the peekept
separ ati on. VeOnC t he ot her Sh nd_thh% astl c pl‘gn’ggr leLgirgan%g are

5

anchored to tHe % op ) sheet's 4T reI "M nar

t op sheets 4T rand-"SFdyy faathO@oaYtSHNgam@t e sl@@rkaag Qpewaht@oat ifAagm | n th| S

case, the 7SHF are substantially mutually arranged in rows.

15 When worn, each of the leakage preventing members 7
rises up towards the wearer to act as leakage preventing
barriers.

The leakage preventing non-woven fabric 7SHN is
formed from polyolefin-based fibers or PET fibers and the

20 like, and is manufactured by a method such as spun
bonding. The leakage preventing film 7SHF is formed from
PE or PET and the like. 1In the first embodiment
according to the present invention, the leakage
preventing non-woven fabric 7SHN is formed from

25 hydrophobic SMS non-woven fabric having a basis weight of
15 g/m?, and the leakage preventing film 7SHF is formed
from a moisture-permeable PE film having a basis weight
of 18 g/m?. The elastic members 7G are formed from
elastic fibers in the manner of natural rubber, synthetic

30 rubber or spandex fibers. 1In the first embodiment
according to the present invention, the elastic members
7G are formed from two spandex fibers having a thickness
of 620 dtex and draw ratio of 2.2.

Connection and/or anchoring of these members are

35 carried out by, for example, heat sealing, sonic sealing

or an adhesive and the like. A hot melt adhesive (HMA)

containing, for example, styrene-isoprene-styrene (SIS),



HVA is applied so as to follow the loci of the elastic nmenbers 4LG and 5LG
In addition, the connecting sheet 6 is connected to the front piece 4 and
t he back piece 5 by a nmethod such 25as sonic sealing or adhesive. In the
first enbodi ment according to the presentléinvention, HVA is prelimnarily
applied to the back of the connecting sheet 6 by a coating nethod such as

sl ot coating. 0 the giher;handsacbhe aaer body, Bentbehoped0sur face and

bott om surface sorptive y core are connected to the core

wr appi ng sheeto3AAEmE st vaghesi (PEBSUchIASSHNA. CRR Phi ¥SedséCrt heeadhesi ve
is applied by gigeating nethod such as spiral coating, slot coating,
controll ed seam coating, bead coating or curtain 35 coating so as to have a
basis wei ght of 1.3generesifécglae . ths tRe Fhestsefdboanfent atdoParhg to

the present inveridons MY 53 applkhed rbyna spkral 4coati AEeNBhBRIpSOce- 15 -
as to have a basis weight of 5 g/nR2. In anItiﬁn, HVA is a?gliﬁg t ége
back sheet 3B 0R%h&UtMIr! Vb6 8Ctedsitdethe EhasFLGkBGRPFFeva ingF nmber s
7 facing the aweErRodyE Wiy haacprtnehliadrsegmepat eagHrRt hodn and as a
result thereof, fhe inner dy 3.and the | eakage, preventing nenbers 7 are
anchored to tﬁ%k%#ﬂﬁp’pﬁgcggffetﬁ@cﬁﬁéQnﬁi8g§r% Eﬁa ?ﬁ@skbgnggggﬁﬁssheet 6.
I n the | eakagelWjor,evierd,i ngcrambeS§G7 ardMApbssapphieedl §0WbetrhetkEastic
menbers. /G by .a _slit -nozzle method, .and the el asti¢c _nenb G ape_anchored
Lo the 1 Sakagd EaVEM Chg"RoR. FO0eh B eC TG by TPt S RRL e adBt i on,
t he | eakage proeventreng H¥@n-iwoweplfigbr ito 7BENtapdshhetkedRagedpbéventli ng
film7SHF are tyal Iy .0l ned ,15 appl yin .t kage eventi ng
tﬂ%eg%ﬁh:gyggg% 110Y 4 Bﬁg£y el 58@&%?3 $§5b88.§9 ﬁﬂé

non-woven fabric ral” coatin , In the side areas
1F of the di apemner tife sirignatl picetend arogadtbothedi deavdgestasdand t he

back piece 5 around ot s dg %qg%sagglﬁ%ﬁ put vkl yopokned: By 420angehod
such aslgeat iﬁﬁ;%%% %Lc%!%%%%%ZI%TSanglg%'around the lower edges 4L
and 5L in order to prevent separation.

On the other hand, the elastic members 4LG and 5LG
are anchored to the top sheets 4T and 5T by HMA
preliminarily applied to the top sheets 4T and 5T by a

20 coating method such as spiral coating. 1In this case, the
HMA is applied so as to follow the loci of the elastic
members 4LG and 5LG.

In addition, the connecting sheet 6 is connected to
the front piece 4 and the back piece 5 by a method such

25 as sonic sealing or adhesive. 1In the first embodiment
according to the present invention, HMA is preliminarily
applied to the back of the connecting sheet 6 by a
coating method such as slot coating.

On the other hand, in the inner body 3, the top

30 surface and bottom surface of the absorptive body core
3AC are connected to the core wrapping sheet 3AW by an
adhesive such as HMA. In this case, the adhesive is
applied by a coating method such as spiral coating, slot
coating, controlled seam coating, bead coating or curtain

35 coating so as to have a basis weight of 1.5 g/m® to 10

2

g/m“. In the first embodiment according to the present

invention, HMA is applied by a spiral coating method so



Note that the front piece 4 and the back piece 5 may be refastenably
joined, and in this case, nechanical fasteners containing hooks and | oops
can be used. The edges 1LE that define the |legs holes 1L are 25formed by
the side portions 4L5 of the | ower edge-4L>of the front piece 4, the side
portions 5LS of the | ower edge 5L of the back piece 5 and both edges 6S of

t he connectlnqisshcetha@,e 'nb%@H% %%i h& gg ed gﬁzlLE are fornmed by a single
cutting action and are snDothI and contan|ng In the first

enbodi ment accordlﬁglwdduheOpneﬁwﬁtlﬁnaenﬂﬁ@d tat theabech pbeetoaBopLboth
si de edges 65 9f; t;he GoRp B”%rsgg%k @ ZEﬁePQébkbggegrE@éhﬁﬁﬁ to the

inside in the transverse direction es 3% of the
i nner body 3 mﬁmﬂﬁ@fsﬁaéﬁﬁgn@ré@espuﬁéﬁwé@ﬁYtﬁeerénFOEFé@élﬁdaﬁﬁaWhe back

pi ece 5 &s WAL RAEHPUINMESEHiPed aThusuithenkapge, thaDyﬁH@iatb@ayt he -
16 - legs of a mearer can bé increased while nalntalnln a | arge absorptive

surface for tH&9 fkér U598, PRETENy ingi REMREFEy / eﬁé%uﬁ?@?%aeﬁyta aar er

when noving thedrgpicar e inki bitedpwaikesnmahat ahsi Bgnhiaverall eheet
absorptive 5performance of the inner gody 3. At the sane tinme, the

end portions E of the connecting sheet 6 are positioned farther to the
outside in the transweﬂﬁelébm%@bi@mebénthag hémbesbde edgrsi35appltihe inner

body 3 AS f h 5
D0y 36! & e B R neblialt B o8] SC11024B00: LB PREL, PLgee ° oo

of the | egs ofthe wlarseric memberwbﬁeomee aschoeedhEOexhenmeagagert|on 5E

havi ng the el astic er, FGE i e k ece t he 15shape
of the diaper%%ag.aﬁ1 & Jmade t8V§§ gﬁa ofqgﬁﬁu%gerggn%ﬁ Ig the entire

gl uLeal regiORMEﬁinhmlmeamedeﬁ$ag@vemedeby1nhenbackoMeecéa5r1¢h&§HNIeakage
Can e SUbbr essedl Anf 1ARLSRenslon of pbhe 1 yRA7 AL rCaDECRNL NG| akagR.aTN be

reduced. 20Moreover, since the inner pul up towa t he side
ar eas 1F5(FICJBQ¥WE%YHW@'@N@sﬁpctﬁénﬂ@ﬁgagﬁcEreﬂﬁaiaﬂg BPG WPWRBti ng of the

inner body 3.ty Ne iMRshdeJ $ gg@gr@gggqn t her eby mai ntai ni ng absorpLi ve
properties of the inner body g What i s nDre since the elastic nenbers
4LG and 5LG Note that’, in the side areas 1F of the diaper 1, the

front piece 4 around both side edges 4S and the back
piece 5 around both side edges 5S are mutually joined by
20 a method such as heat sealing or ultrasonic sealing.
Note that the front piece 4 and the back piece 5 may be
refastenably joined, and in this case, mechanical
fasteners containing hooks and loops can be used.

The edges 1LE that define the legs holes 1L are

25 formed by the side portions 4LS of the lower edge 4L of
the front piece 4, the side portions 5LS of the lower
edge 5L of the back piece 5, and both edges 6S of the
connecting sheet 6. In this case, the edges 1LE are
formed by a single cutting action and are smoothly curved

30 and continuing.

In the first embodiment according to the present
invention, at least a portion of both side edges 6S of
the connecting sheet 6 are positioned farther to the
inside in the transverse direction LT than both side

35 edges 35S of the inner body 3 in the spacing area SP
between the front piece 4 and the back piece 5 as was

previously described. Thus, the range of movement of the



are provided discontinuously, nanely since the elastic nmenbers 4LG and 5LG
extend by straddling the inner body 3 and/or the connecting sheet 6, the

i nner body 3 can be prevented from shrinking and decreasing in absorption
30area. In addition, conpression of the-giéi r region of a wearer can be
prevented. Moreover, as a result of providing the elastic nenbers 4LG and
5LG the elastjc nenber SEGE can be om tted, the e9§ ﬁaki@gikgngogsible to
suppr ess undesiTHable def'oriati oit'o etHQCFﬁﬁgﬁdbgbﬁ . "35Nbreover, “since the
edges 1LE thatlaefd rebddmptieng holrdsdef famre tbentinneirngobly Sur viNagesmoot hl y,
t hey have a curved ipe that fol t he (o] r - 17 -
enhanci ng adhé?gﬁ%éﬁgb tﬁglaﬁgyﬁﬁgéaﬁ%yt%iggggég, g% 2§§%§égiéhgu??ﬁgr
enhanced by t hearelkastiinhineiser s7hdll@ avad nSkiGinkbifesverblehebbengthvef t he

connect i h . or:ter e length of the inner body 3.
189 S f‘ﬁr%ﬁﬁ%é e ghorter. .t @{%@gt he g9 ! y

Thus, the ano connecti ng shee can be decreased, thereby nmaking
it possible to reddte dstsgme time,Meheoead, Poreieo8nEEEI R Sheet 6 i s

softer than theffaonti R esed andAheRack piecea2tas Was phHevVbaush Ve
10described. As a result, in conparison with the case of having two sheets

. ] ) . g

in the crotch dt éda0 @YU TGRS &t itheloBPéP Bod§ 29BEPngSpPévi ded
with a top sheete anthex bagk sheetic.t g .conrect iregusheethandkonti paecebody 2
makes sg&t contact wi.th the | egs and/or %Join neg}on of 15% ﬁp%rerhand t he
| egs of 1Phe wear®td o Eadi&Cq 0 Ve PSl A SddartVoiPnBGEN St “PnENGut er
body 2 rolls umrantihecpmnmesan imkigde ttheiweasennigs mbessehickelfythe feel a
sense of tightness. reover, since the connecting sheet 6 is forned froma
singl e sheet, <okt £cdh & T €duced in 20conparison with the entire outer
body 2 fornmed fromMoiegpresheetiranrd thack xskeeting portibn addhbivong shece t he

connecti ng sheet can be for froma materi.al .differing.fr th of the
front piece 4-%%%#%%&3W§§§?ﬁﬁ%£§§5is 85$¥l€§r 6%n§%§e£gfkt%éefggképg%el can
be enhahted. Nemmley,ofi fthenelicgrnedt icag deecerde it foer tbdtf pdnra noi st ure
per neabl e or ' Ahsor pti ri:al., abiLLty | he ¢rateh area
10 can be inpgggg%g&ﬁfnonng%%¥%¥%%%?gjggh€gﬁﬁgﬁg 2§PFE¥o?g-Ea§ed fibers
such as rayon 6t gUigrethd30ps pestepifidsebs cdhlbe dselads &2RoPSt ure

absorptive suppressed and apprehension of the wearer concerning
leakage can be reduced.

20 Moreover, since the inner body 3 is pulled up
towards the side areas 1F (FIG. 1) by the elastic members
5FGE, 4LG and 5LG, twisting of the inner body 3 to the
inside is suppressed, thereby maintaining absorptive
properties of the inner body 3.

25 What is more, since the elastic members 4LG and 5LG
are provided discontinuously, namely since the elastic
mempbers 4LG and 5LG extend by straddling the inner body 3
and/or the connecting sheet 6, the inner body 3 can be
prevented from shrinking and decreasing in absorption

30 area. In addition, compression of the groin region of a
wearer can be prevented. Moreover, as a result of
providing the elastic members 4LG and 5LG, the elastic
member 5FGE can be omitted, thereby making it possible to
suppress undesirable deformation of the inner body 3.

35 Moreover, since the edges 1LE that define the leg
holes 1L are continuing by curving smoothly, they have a

curved shape that follows the legs of a wearer, thereby



material. More specifically, a non-woven fabric containing rayon,

pol yol efi n-based fibers and pol yester fibers (such as a non-woven fabric
manuf actured by spun | acing and having a basis weight of 26 g/n2) or a non-
35woven fabric containing pul p and pol yestlér -(such as a non-woven fabric
manuf actured by spun |acing and having a basis weight of 40 g/nR) is used.

- 18 - i j.tion, . tw.sting o he i r boedy.3:to0 i nsi de can be
suppressed byE%?%%ﬁ%%ﬁbq¥%§&%%%ﬁegpi%Bgsﬁgé?egf Cgﬂsggﬁ%n%%gg'the | eakage
preventing merfshrer enaeeliisafluy thiege enpanondr 85 the aeapbic Nameeys fhe
Sconnecting shegt & provides a starting point for the | eakage preventing
menbers 7 to rise up towards the wearer. Next, an explanation is provided
of the manufacturi dpnestviesd éhet Hengitaper Ihéfcpﬁéeﬁgﬂgg $Defbofi freft

according to the JHASYH dRKeRticon Wotth bef enen¢ante Fb& 3. Thus,Wth
reference to FIG 5, the manufacturing nmethod of the first enbodi nent
accordi ng to tHe FresErt QQnﬂﬁﬁiQQﬁnéé%ﬁPHsé@eéts@eﬁaST?efQ?Cﬁﬁﬁﬁ?ﬁcturing

the 15i nner bady 3 evided witt Bokepheakageepuevenabsag. nenbers 7, a step
ST2 for nanufacturin%?the connecting sheet 6, and a_steg T3 %ﬁr
manuf act uri ng a coMATEIEE bodd¢ SPPRETAPEpEReELi A tReSPOFM of "a"dF Afer web
W. In the stefxdpkl pitdie abseptihee bhedy pdere 3AEsi na20phechotheyslits 3ACS

have been preljmnarily fqormed is first wapped.with a go Einuous body of
the wr appi ng SHESt SAR- n the FEFIGr 4 wEaBBrAG SHelt Clieb GBAW {STI1)
Note that, inHahiisicase dhhetabsor phieverbady: eore 3BCabsat raaspor bé€d so
that the sli tSChBeA%%t%rree %SLRaérralblo%ly t20 b%i%cgirggigiege%ycﬂnawpop sheet
and a back sheet, the connecting sheet and/or inner body
2 makes soft contact with the legs and/or groin region of
15 a wearer and the legs of the wearer become easier to
move. In addition, even if the outer body 2 rolls up and
becomes wrinkled, the wearer is less likely to feel a
sense of tightness. Moreover, since the connecting sheet
6 is formed from a single sheet, costs can be reduced in
20 comparison with the entire outer body 2 formed from a top
sheet and back sheet.

In addition, since the connecting sheet 6 can be
formed from a material differing from that of the front
piece 4 and the back piece 5, cost performance of the

25 diaper 1 can be enhanced. Namely, if the connecting
sheet 6 is formed from a moisture permeable or moisture
absorptive material, breathability in the crotch area 1C
can be improved. A non-woven fabric containing
cellulose-based fibers such as rayon or pulp and

30 polyester fibers can be used as a moisture absorptive
material. More specifically, a non-woven fabric
containing rayon, polyolefin-based fibers and polyester
fibers (such as a non-woven fabric manufactured by spun
lacing and having a basis weight of 26 g/m?) or a non-

35 woven fabric containing pulp and polyester (such as a
non-woven fabric manufactured by spun lacing and having a

basis weight of 40 g/m?) is used.



Next, continuous bodies of the top sheet 3T and back sheet 38 in the form
of top sheet web WBT and back sheet web WBB are respectively affixed to the
upper surface and | ower surface of the wappi ng sheet web WBAW wr apped
30around the absorptive body core 3AC to fl8rm a conti nuous body of the
inner body 3 in the formof an inner body web WB (ST12). On the other hand,

a conti nuous body uival.ent to I e e i.n i SHE_.in the
formof a 35l e_akagglqlpraeagj{éﬁt{lloﬁ]g ft%%tv%e%%k Sﬁgga\%gﬂgkcgﬁg ngzﬁé‘gggy of the
el asti ¢ nenberi'szi@d rrarhéef gruproke scent Pyupusvedasti ¢hbodreseWrGdr e

attached to a gont QPOU%x£¥¥®@ueht%%,'t?%“hé%k%@% beet Rk agkagRpREEVENt I Ng

non-woven fabrics 7SHN in the form of | eakagée preventing non-woven fabric
web W/SHN ( STERLiaghut rittee Utedloage dsr &henteagenon- NovehYs abPPc web W SHN

is divided al ongthe inrchime dig ?%&@e%'\/@ L@ afr@r Ryape@nti Ryeusnphody of the
| eakage preventing nmenbers 7 in the form_of |eakagé preventi ng menber webs
W (ST14). leakage ypaverddew MEEREGE pr PehitRgURerBERTHELDTIN is af fi xed
to the back ofydde4 nner body web WB, nanely the 10back sheet web VBB
(ST15). Next, HVA is aptrgl ied in a predeterm ne%eﬁgttern to the back

of the inner body WEB™WB3n& neddiRRgd SpPev&RtFAg° & webs W, nanely
the side opposidigfttoitiery hedhosel AV he5Ti6perliNext sthehe&irener body web
WB and e | eakage,.preventing menber bs W are cut to.the Length of a
Sngle $1ni ShatfARHAIE (6 TN EREo: hir PEEAES SFSoT et w L h s he | eakage
preventi ng memeefesrehdeSEL7)FId.n5step 5T2, HVA is applied to the bottom of a

20cont i nuous body of..the nnectin et .6 iLn_t [ .a_C i ng
sheet web W6 (ST21§?'J.‘lth Tete SXE, tt%e%?(;%ﬁngét Fﬁ& @%Iel(el?av%gf[%@gi gggggato t he
| ength of a siafgltéd imirstie@nprooduentt ecicorminbe toohhecrirargesheet 6 (ST 22),

invention comprises a step STl for manufacturing the

15 inner body 3 provided with the leakage preventing members
7, a step ST2 for manufacturing the connecting sheet 6,
and a step ST3 for manufacturing a continuous body of the
diaper 1 in the form of a diaper web WI1.

In the step ST1l, the absorptive body core 3AC in

20 which the slits 3ACS have been preliminarily formed is
first wrapped with a continuous body of the wrapping
sheet 3AW in the form of a wrapping sheet web W3AW
(ST11l). Note that, in this case, the absorptive body
core 3AC is transported so that the slits 3ACS are

25 parallel to a machine direction MD.

Next, continuous bodies of the top sheet 3T and back
sheet 3B in the form of top sheet web W3T and back sheet
web W3B are respectively affixed to the upper surface and
lower surface of the wrapping sheet web W3AW wrapped

30 around the absorptive body core 3AC to form a continuous
body of the inner body 3 in the form of an inner body web
W3 (ST12).

On the other hand, a continuous body equivalent to
two leakage preventing films 7SHF in the form of a

35 leakage preventing film web W7SHF and a continuous body
of the elastic members 7G in the form of continuous

elastic bodies W/G are attached to a continuous body



25In step ST3, a top sheet web WAS5T is divided along the nmachine direction
MD to forma continuous body of the top sheet 4T of the front piece 4 in
the forma top sheet web WAT and a conti nuous body of the top sheet 5T of
the back piece 5 in the formof a top sheé® web WoT (5131). 30Simlarly, a
back sheet web WI5B is divided along the machine direction MDto forma
conti nuous bo of 1t ck e iec n f.armof a
back sheet megy ]'gmgqton%?hEOuégg ?Eg%e%%gﬂéa@ﬁﬁ ﬁ8§?h5fgp§%kg back
piece 5 in tkmﬂSHNrmnﬁthy Haok sifeet lwelkayhl pr35e8T32y. nFhevwpupnshebrigeb

WIT and the bagk, sheely Walr VBB ar Al ar&%@%fegﬁiaglgoggeb@ + TRGNHBA - Qb(z@ﬁt' on
MD separ at ed the spaci ng area Cross ine direction CD
substantially %@@m%l‘/ﬁﬁm\b J{Snéierﬂ@ﬁldnél@Fllge@ﬁeoWaWDlne direpkigadi t| on

continuoys bodies pfedhe aelcaﬁltﬂﬁu%@b%roaﬁ\é@ %'ﬂ@ 9¥GKhRet Reelenmial
conti nuous el astic bodies WAW and WoWG as well as confi nuous bodi es of the

Sel astic nemb&t¥URE dnd BERS f AHe Kol fedRIEoREPTGHGSNE BEFPETLYEPES WIFG
and WBFG are ngspestismel y attached to the back sheet webs WB and W53 whil e
bei ng stretched in the machine direction M §5T33) I n adg @ cont i nuous
bodi es of the el astNEuofeBerS4EEeard SEEELTRt RETPEF 6 nt-Pnuous

el asti ¢ bodi esaihl:and WGarsx gspeet iiveky abdbgched tio,t hembop sheet
webs 4 and T whi.l e bei ng ret (ST33A). In this case, although
subseq\tj\gplt ly ? VP 'S &Det@%l &ﬂ?’q. ons of the continuous el astic bodies
WILG and WALG 15ar elepasi tHMAned mpptlhezdt ap sh@etadwab$mV\A@dapdtV\Efn while the

remai ni ng portlon ane po |t|oned| thes aci-n r S 'y outside
the top sheet V\% 23 gﬁ\f%'lmner dI‘\\I/e B t%lﬁe%{lo %% eg%ea&ggs WIT and WbT

are respecti vmgﬁmﬂ@p@dmrt hy efolse Wackla@hégt t\W@b§l\MlBOQ2[§?dSZOW\5RH and as

a result ther s tic bodies WIWG5 WIFG WLG WSG
W5FG and V\BLGetgaHrtee% gagooég{e%é\gll@usan&%%ched bet ween t he back sheet webs W13

15 Next, the inner body web W3 and the leakage
preventing member webs W7 are cut to the length of a
single finished product to form the inner body 3 provided
with the leakage preventing members 7 (ST17).

In step ST2, HMA is applied to the bottom of a

20 continuous body of the connecting sheet 6 in the form of
a connecting sheet web W6 (ST21).

Next, the connecting sheet web W6 is cut to the
length of a single finished product to form the
connecting sheet 6 (ST 22).

25 In step ST3, a top sheet web W45T is divided along
the machine direction MD to form a continuous body of the
top sheet 4T of the front piece 4 in the form a top sheet
web W4T and a continuous body of the top sheet 5T of the
back piece 5 in the form of a top sheet web W5H5T (ST31).

30 Similarly, a back sheet web W45B is divided along the
machine direction MD to form a continuous body of the
back sheet 4B of the front piece 4 in the form of a back
sheet web W4B and a continuous body of the back sheet 5
of the back piece 5 in the form of a back sheet web W5B

35 (ST32). The top sheet web WAT and the back sheet web W5B
are transported along the machine direction MD separated

by the spacing area SP in a cross-machine direction CD



-and WbB and the top sheet webs WIT and WbT (ST3313). Next, portions P4 and
P5 of -he continuous el astic bodies 25WMLG and WsLG positioned in the
spacing area SP are cut (ST33C). Next, the back sheets webs WIB and
WsB and the top sheet webs WAT and Wh1ll-aké pressed to form continuous
bodi es of the front piece 4 and the back piece 5 in the 30formof a front

pi ece web W and. .a back .pi.ece web Wb ((ST34). 1_addi: ti . _the.outer
edges of the %%éfﬁ§ﬁ§€fﬂ%éb EV&ﬁggﬁguﬁg gPetpglggghgggfgﬁkkgngédﬁgértions
5F (ST35). In addi tiromddiie aonmecttiimgosise & dg eiss odt tachedatsdi85t he front

piece web Wi andyldis, hafk Mleamanah heale it evabaciRublie aaline
direction MD so as to straddl e the spacing area SP. As a result, a
conti nuous bodypdifes WANG anchdlSiG ers biedy 2si wonhanfiopm BPAtRe oifit ERebody

web W2 ig forned {SB&enbers 4m0Led R3G 1N thhe reagecef carkipdolhe areas
around both ends of the connecting sheet 6 in the |ongitudinal 5direction

LN to be sandvi'cidd b&aéas tHe'G opds Hedlss 24T &8dPSTtanglvhatbhackeshéat s 4B

and 5B, the canfeaddld ssheat &dss wWap shaattached 1topkhagt epreheatawehs WAT
and WbT, after_which the back sheet webs WAB and WbB are overl apped with

the connecti ng¥hé&&che s d e op hedCTeoMebs WAT and VBT. Alternati vel y,
the connecting sheetn Gdd Hiidrst catttdehed st ecdhesback tabeet awebhs WAB and

Ve5, aUigr WchLe LR sheet el W and 6T o s aver)angod wih the
action is carricetleccUtnAlre tdrel oLler dedy ewplec¥AR vatl yanticaterdalkoi nheheéop
(5737 i thid ed e T G BPcd et W LA rRe BAER APaeeines VB are
cut al ong t he BliastdasarerbarrWbGsamd eSiu@ntlly described in detail,

portions of the continuous elastic bodies W4LG and W5LG

15 are positioned on the top sheet webs W4T and W5T, while

the remaining portions are positioned in the spacing area

SP, namely outside the top sheet webs W4T and W5ST.

Next, the top sheet webs W4T and W5HT are

respectively overlapped with the back sheet webs W4B and
20 W5B, and as a result thereof, the continuous elastic

bodies WAWG, W4FG, WA4LG, W5SG, WHFG and WLHLG are

respectively sandwiched between the back sheet webs W4B

and W5B and the top sheet webs W4T and W5S5T (ST33B).

Next, portions P4 and PS5 of the continuous elastic bodies
25 W4LG and WS5LG positioned in the spacing area SP are cut

(ST33C) . '

Next, the back sheets webs W4B and W5B and the top
sheet webs W4T and W5T are pressed to form continuous
bodies of the front piece 4 and the back piece 5 in the

30 form of a front piece web W4 and a back piece web W)
(ST34) .

In addition, the outer edges of the back sheet webs
W4B and W5OB are folded to form folded portions 5F (ST35).

In addition, the connecting sheet 6 is attached to

35 the front piece web W4 and the back piece web W5 at
intervals in the machine direction MD so as to straddle

the spacing area SP. As a result, a continuous body of



20addi tion, the connecting sheet 6 is cut so that both side edges 65 of the
connecting sheet 6 are curved inward, or so that at |east a portion of both
si de edges 65 of the connecting sheet 6 in the spacing area SP are
positioned farther to the inside in the-t2ansverse direction LT than 25both
si de edges 35 of the inner body 3. Note that cutting action is carried out

once al ong an annyl ar,.c n n r.exappl g, & npgﬁ terial is
recovered in f%%é%gggé YR 9 Hhe%P%IS?E@oﬁg H%r%%?%ggbm§¥h t éﬂ?eaﬁage
30preventing rerseds ?TB§ attached to the front piece web W4, the back

pi ece web W5 and thercopngeting %h@etaéeteffﬁgmaeetﬂéagﬁéawmmn&ST38)
Note that guides are preferably provided i nmediately before the cutting

action and actioéh fadsarfachengorhectnngr sbeay 8 50 that lopelBspbR#ti on of

the outer body;iweb V@i iyt ke %oggh%%he@ géfﬁééhoﬂhg)cbﬁ atethe proper
position. Next, the diaper me W fo al ong a fold % 22 - line FL

lying in the ﬁ@@h@ﬁea@ﬁrééﬁl ﬁCﬁDSPﬁéFSsﬁ3mﬁ?d PR t hire E%% ecFh%gfoldlng
line FL may benigatt t@;el@emtl%totatt;a@h@ua@er tnebtbb sneéhew@b@smmﬂwne

direction CD or T8y be sh ro i ece web
W and the badkT |€5§eﬁeﬁ Fg E%F?aﬁﬁ %oWﬁBﬁ |ﬂ?§ @éﬁ t he

machi ne dlreCKW@ﬁlNprd matﬁlmhenednpebtnﬁgsSHSea 6esnﬁttm®etepfsh®bxt, t he
di aper b N| at th jo ortio the Cros c

di recti E%Foﬁt Tt A& ﬁégér %E§85ﬁ8glvﬁg he Connﬁm§%n Igﬁa Fof is
provi ded of SU®p§1$E$3ﬁt$£3BAd $938Be BA34, sE&@E andst HéB| #ke WhBh

reference 10 ELG, 6y LG LA opFbecl(BlnoFhS: BnaFir 9L8) oy ELG.L0E).

FIG 9(C) and F rst rovi ener a ! anat
t hereof, the weﬂfsﬁ@@tC@@b@cvﬂmgaﬁhe¢5T6aﬁedrébpeb@?&eﬁ?etiawgb%rWé@
towards a rol lgry REg While the back sheet webs WAB and WbB are respectively

transported towards a roller R2. Prior to reaching the roller RL, the
str et ched Next, a cutting action is carried out on the outer

body web W2 at an interval in the machine direction MD to
form the edges 1LE that define the leg holes 1L (ST37).
In this case, the front piece web W4 and the back piece
web W5 are cut along the elastic members 4LG and 5LG. 1In

20 addition, the connecting sheet 6 is cut so that both side
edges 6S of the connecting sheet 6 are curved inward, or
so that at least a portion of both side edges 6S of the
connecting sheet 6 in the spacing area SP are positioned
farther to the inside in the transverse direction LT than

25 both side edges 3S of the inner body 3. Note that
cutting action is carried out once along an annular
cutting line CT, for example. The trimmed material is
recovered in this case.

Next, the inner body 3 provided with the leakage

30 preventing members 7 is attached to the front piece web
W4, the back piece web W5 and the connecting sheet 6 to
form the diaper web Wl (ST38). Note that guides are
preferably provided immediately before the cutting action
and action for attaching the inner body 3 so that the

35 position of the outer body web W2 in the cross-machine
direction CD is at the proper position.

Next, the diaper web Wl is folded along a folding



20conti nuous el astic bodies WILG and WhLG are supplied and attached to the
top sheet webs WAT and WT while oscillating in the cross-nmachine direction
CD. In this case, as was previously described, the continuous elastic
bodi es WALG and WsLG are supplied so as-t@2be alternately 25positioned
within the space area SP on the top sheet webs WAT and W1. hbte t hat the

portions P4 and 5 f cont o] t WAL
positioned in S’ne sr%aébﬂglga?galtg% Hﬁcﬁhﬂ? Pgrglgggégﬁt bgn %&@ ’
over | apped. |dnad@uﬁl@@sethéhpoﬁpﬂdmsgP41aﬁdFPSmayebﬁau@ B@ﬁo@e@bebeof

posi ti oned on e d h b a tL4 0O ior to
this, HVA is g&%p |gﬂ% fsfr g’%&)a\r@g ﬁ/AV\ggSI ngtg%r %\CS:hl?% ?Egé?%%&%hglgt 8a/ebs wWT

and WbT so asTey st chitfhedafrangéencepaerern of the continuous el astic

bodi es WILG and Wb, AS (8ol e$bht, H@@éewéépﬂﬁtbﬁastﬁé EQ@kCQEéb@UQHE
el asti ¢ bodies WALG and W5LG posi t| oned on the top sheet webs WAT and WT

are attached t® tHe PoptdRédy WepseMTtahgtpEYalonipnehet ReFrhaRd, - 23 -

prior to reachiingddien op eb RRrmstbehehedoconbhBugysaelasti€ pRgi-es £ WV,
WW5 WIFG and WBFG are supplied to_the back sheet webs, W3 and WB

Since the rol Nerd RENENGIRPEEr 8hub'dal Py CHEj aEehfeSEhaCt DR sRREE 1 /BBs WAT
and WbT and t he baek csheet-maebs n¥Wi3diandtWe8 apetoveskapphagdoapthelrollers

Rl and respectively. At this time, the continuous el astic bodies WWG
VﬁG andqﬁéFé\f‘é)ﬁ’}él the portions of the continuous elastic bodies WLG

and WSLG posi ti onednorxiphenk@tiop sbe@ﬁ:o\mhst\AT andp¥b3ITaBe saaam ched
bet ween t he t%3%%eetST\ﬁbs Sw%escrl be8 %n%ﬁt WltRack éhSSEeV‘@QSF nd V\6B.

Not e that, as"was previously relmnarll aple "to the
conti nuous el &d.c H@di, e TEAWE (BWWEIGWIBG Et‘ﬁG V\EEES) ahdGt he (Bbnt FA@ous

el astic 15bod|\%¢ F\%V\G%Y%FG %rﬂgs\é\BFgﬂgbgoggé\gngg %ﬁngpﬁw\op sheet

webs WAT and t hée ba heet “web$ and
this tihe, th@xwdratma@ngnplh@m@o@&s ohet hepc@hﬁﬁﬁuwa§SeWé§ta@dbwaTeérWLG and

VBLG posi ti on%gp%ctt%e%@sre%h@go@t@a SBwarashel dobycangendigssebeht to be
subsequent |y described, and are transported together with the top sheet

webs WAT and WBEK thechaslebshéB webs WWi32aRdTEReahdvEhE FrRBSRAFFEIsti | |
hel d. The nut ya)la-qver -apped kop sheet webs WAT and WbT

Prior to reaching the roller R1l, the stretched
20 continuous elastic bodies W4LG and W5LG are supplied and
attached to the top sheet webs W4T and W5T while
oscillating in the cross-machine direction CD. In this
case, as was previously described, the continuous elastic
bodies WALG and W5LG are supplied so as to be alternately
25 positioned within the space area SP on the top sheet webs
W4T and W5T. Note that the portions P4 and P5 of the
continuous elastic bodies W4LG and WS5LG positioned in the
spacing area SP are not required to be mutually
overlapped. In addition, the portions P4 and P5 are made
30 not to be positioned on the top sheet webs W5T and WAT.
In addition, prior to this, HMA is supplied from an
HMA applicator AST to the top sheet webs W4T and W5T so
as to match the arrangement pattern of the continuous
elastic bodies W4LG and W5LG. As a result, those
35 portions of the continuous elastic bodies W4LG and WS5LG
positioned on the top sheet webs W4T and W5T are attached
to the top sheet webs W4T and W5T. On the other hand,



25and back sheet webs WIB and WbB are then transported by a nmain drum M and
pressed together by a press roller RP. As a result, the continuous elastic
bodi es WMWG, WbWG, WIFG and WAFG and portions of the continuous elastic
bodi es WALG and WALG are attached to the €8p-sheet webs 30WAT and WeT and

t he back sheet webs WAB and WbB. Next, the portions P4 and P5 of the

continuous el astie hodies WALG and YBLG.ar gocul by, anshi cehe Shudhi! e bei ng

hel d by the e he “cut portions 4 an are trans?orted whi |l e
hel d by the erdleess cbélodiesnd4¥5ar 85HRen4b6t PoAedSBRdarendverdl bydatsucti on

punp SI X arranged adiaceRttt gebReyaai ondr wapM As a result, the front piece
web W and the back piece web Wb are forned - 24 - ErOVIded with the

el astic menbers 4LElas¢ %be rollersnBit anghB2f poft Mpreeel eI VACant: t he

back piegce weh i\ tRAGH R tSUebisomatrr ansf @5 1r ahbet hBSpand ah@etra@§90rted
whi | e being suctioned and held thereby. 50n the other han

appl i cation oﬂmﬁMRQQVWﬁﬁeaﬁﬁAogﬁﬁﬂﬁEﬁﬂBB A8pthengod bRnecki n@ngh% t meb 6
is transported-dspetauttier. CiR @ﬂdscu&mbo teaemcbheigopnectingtsbeet 6. This

connecting sheet 6 is disco tlnu at t e front piec

and 10t he bacﬁxﬁVéﬁb“%@ﬁ Wﬁ tﬁg% épﬁoﬁgFgaﬁgge%ﬂ?oPPE ﬁg ﬁ 1\t,\%ﬁter

body web W2 |Sxﬁnﬁﬁﬁmusneﬂﬁgslﬁabnaﬁes WALG bbﬁtWSLGep0519mohedyomethQ IS

transported by a onvey BC t.r ling over, a tion haox

bei ng tme casetOptr? ec?&t é‘“r\éﬁ gyﬂT\A@Bd %\ég % 5888‘?"%%38% ?rg%e%gsﬁﬁ?tl % out

of position anthefesr mehg Wilnkines WoNotedt hat bhekseberbnwbbx BRBi gnd

preferably for a C t I nt .pi ece web
qgﬂj SQ ek %h%% mnthggg EQEV&%uéﬁg HgchQb% fgnt 5

Wl and the back pi ece web ei’n e’ spacing area SP.
20Next, an explraddmniiomriig yf @ppﬂeuedprt@vrth@dcpegandpng ﬁéiaatmg éﬂdl@attu ng

the portions ofyjche jagnt i MUGUS .slaskie, bQﬂW%hWE&@BHuM\ﬁEGeEQ%tEboned in

t he spacing area SP. ‘shown i , an endl ess iIs wa
15 bodies W4WG, WSHWG, W4FG and WLHFG are attached to the

sheet webs W4T and W5T and the back sheet webs W4B and
W5B by this HMA.

At this time, the portions P4 and P5 of the

continuous elastic bodies WALG and W5LG positioned in the

20 spacing area SP are held by an endless belt to be
subsequently described, and are transported together with
the top sheet webs W4T and W5T, the back sheet webs W4B
and W5B and the like while still held.

The mutually overlapped top sheet webs W4T and WOST

25 and back sheet webs W4B and W5B are then transported by a
main drum M and pressed together by a press roller RP.
As a result, the continuous elastic bodies W4WG, W5SWG,
WAFG and W5FG and portions of the continuous elastic
bodies W4LG and W5LG are attached to the top sheet webs
30 W4T and W5T and the back sheet webs W4B and W5B.

Next, the portions P4 and P5 of the continuous
elastic bodies W4LG and W5S5LG are cut by a slicer SL while
being held by the endless belt. The cut portions P4 and
P5 are transported while held by the endless belt, and

35 are then suctioned and removed by a suction pump SUC
arranged adjacent to the main drum M. As a result, the

front piece web W4 and the back piece web W5 are formed



25around the roller RL and the main drum M and an endless belt V2 is
wrapped around the roller R2, idle rollers RIl and R12 and the main drum M
As shown in FIGS. 7(A) and 7(B), the endless belt V1 is fornmed from for
exanple two flat belts, while the 30 endl @4s-belt V2 is forned from for
exanple, four wire belts havi ng a circular cross-section. In this case, a

single flat bel bel e S S e that the

endl ess bel t %f[ Qj%b W?E)C fr%cl)%gg%\%:\n ?gﬁg Irtg 4%&% ?%dt %E&endl ess belt V2
may be fornmed fromN@XfCI,atthESEébnt piece msbsHéwanintFeGagkApicae copave
groove RID thafs &%%%mvgssh%%l%pdgﬁéﬁs?@ktr¥115§ Rer ord hPetbﬁaﬁ§§é§£egf -

25 - the roller in the axia irection ddition, a simlar concave
groove is al s&fidendging sHetéenedr agf hReAMANATEPYM M in the axi al

direction. This beijghhe¢ase, nbhe, e@@h@é§lh§|5 M1ikstsgppeessed hyom
nmoving in the cross-nachine direction CD. Noteé tﬁat concave ‘EOI’%I ons and

convex portiondear¥? eppddcareryrakd sheeFRANEFryiRgr ABESF n"E

ci rcunferenti alradisiRGiican tof ot Barcercave ghaoves ob tbemrohker Rl and the
main drum M and these concave portbons and convex E % gns engages 10with
concave porti GTENEenTELShofti ong PoFRBESFRIPHeS f*fhe endl ess belt
Vi. Moreover, & sgiooaveudulblgapabbehetl recehwi ﬁgohhepmecee\spbnm n@nendl ess

belt V2 sforrredlnthe end| ess_bel t . The_shap e surfac f the
ARG R T ot ol WA TR S (1 U ALHENE BT TS T
endl ess belt Whe outer Oodyheebt Wer ibafdrmas $howhlsnm5h®r7( B), a concave

groove R2D that r eq\]%l yes ttn@e o%@gl e%?)ngekgbVﬁﬁl §S E(ggg thége oLl gL hli&

Simlar concave gr ooves are al'so f ers and
Thi s bei ng t hecxasyor2@Ché rendllesy bekt vzsustsgpprSSéa f r i AORERGII N t he

cross- machi ne gjJ ecldon (G og;&&lﬁ#@xtQ@ﬁfQrEFPeﬁgoghﬁﬁgéséégofgbﬁg to the

present invention, thé main eroflers R2 are driven in
one di r&%ti on,shdrfdiag autesdl Poshériesf anghéorppngswshakteqebsNOT BRALVET

and the back %ﬁ@e%umﬁa%nw$%xa@@ WéBp@@%ekégm§p@5£ﬁédtggethgﬁ wiithibhe
endl ess belts V1 and . areas outsSide the top sheet webs WIT and

WBT, nanely tREHon |1§n§PP41§ﬁ1th’5t61e lfﬁénéoﬁﬂ?ﬁﬁoYi@beWésf‘Pé 80B0BRES WALG

and WBLG posi tjiered veb tifte wspacungpaniea SBpilaee pestheoppdcongt heeendl ess
belt V1 at the roller RI. Next, the endless belt V2 is overlapped wth the

endl ess belt VL' and as a result thereof, the portions P4 and PS are held
bet ween2t hese endl egscthelatns e¥blandtVan lie fhirsher provided regarding

holding and cutting the portions of the continuous
elastic bodies W4LG and W5LG positioned in the spacing
area SP.
As shown in FIG. 6, an endless belt V1 is wrapped
25 around the roller R1 and the main drum M, and an endless
belt V2 is wrapped around the roller R2, idle rollers R11
and R12 and the main drum M.
As shown in FIGS. 7(A) and 7(B), the endless belt V1
is formed from, for example two flat belts, while the
30 endless belt V2 is formed from, for example, four wire
belts having a circular cross-section. In this case, a
single flat belt and two wire belts are used as a set.
Note that the endless belt V1 may be formed from a wire
belt, while the endless belt V2 may be formed from a flat
35 belt.
As shown in FIG. 7(A), a concave groove RID that

receilves the endless belt V1 is formed in the center of



35case, the portions P4 and P5 can be held reliably since the endl ess belt
V2 is received in the concave groove RID of the endless belt V1 together
with the portions P4 and - 26 - P5. Note that the positions of the endl ess
belts V1 and V2 at the rollers RlL and R2 @be-preset so that the portions P4
and P5 are hel d between the endl ess belts V1 and V2. 5The portions P4 and
P5 are transp A ted t.q the_nmain runlM € Id by the belts V1
and V2. Next, qﬁs S &%n |%1FI t% ?ﬁéapog Fgﬁslﬁﬂ an% §8§?%§§§f y the
slicer SL betweenjﬁhecemdbwssgb@bWs V% andoVZoanddt he tbp sheeerwelbs WAT
and WbT and t hi r be Vi.apgd Vg.form
hol ders t hat %’ HFhe por |g§s %% SXEE§ hg?g@k%éﬁ #BEO agslnale

endl ess bel t VQMﬁantéES@n@éeﬁﬁo@ﬁdédVﬂoﬂsasgpngbéseddfégg b@V@nv1lna
plurality of Qﬁ%s@elnh%hl\i%eardq rc%fl%aéby pNB‘édeHatlééngéggve t hat
recei ves the bl ade of i cer can al so be provided in the
C|rcunferentléKH§Uﬂﬂéb@ﬂ§fCFWéeﬁapﬁr@ﬁQﬂﬁNﬁr¢h¢§3P§Cbéﬁaé§eaﬂﬁe di aneters

of the portions {4 andR5 ﬂ%%%@el%mhleeh@%uﬁfe%ﬁk&aw abekngipH! bed by the
slicer blade thereby making themeasier to addition, a nmethod can

be used in VWHQH?tQQ?QﬂﬁQ<%IqQ§€§r@§séﬂefﬁ@%ﬂ@ﬁeRélééd bheamadhcdriBdtisoni c

cutter can be dispdHR! S WRY poirBhiahisngna bbadext pprthoasshagpgnaed state.
The topé&heet webs WIT and WbT .as viewed fromarrows 25A, B, C. angHD of

FIG 6 ale redpdct iSAASH%nains HiRnel @MY CRY YOI BOTS(RPS EPEMCE(&' GhE FIG
9(D). Note thatadihefcamid rRuEUS sel @%tutCVbOdl #is réaWer , VeWGro¥WkEGyand WoFG ar e
omtted fromEFElGS, .9(A Qﬁ) éC% % this nner e.first
embodi ment  acSGEHNG ég’éﬁi AR HF Cﬁ& Fp8ﬁglpﬁe65§? F%ngeEE ggdlES are
cut and rennveﬁnmﬁkhamtunﬁkwmgfamdeQMDVﬂng The tbppsheét tiebsudbcand VBT
and the back S@E he %SQ%BV% dlgﬁgreééégblgsgkkglgﬁ %F?b k3 EHE wast ed
and materials cos an therefore uced consi y:
15 external shape of the endless belt V2.
On the other hand, as shown in FIG. 7(B), a concave
groove R2D that receives the endless belt V2 is formed in
the roller R2. Similar concave grooves are also formed
in the idle rollers R11 and R12. This being the case,
20 the endless belt V2 is suppressed from moving in the
cross-machine direction CD.
In the first embodiment according to the present

invention, the main drum M and the rollers R1 and R2 are

driven in one direction, and as a result thereof, the top

25 sheet webs W4T and W5T and the back sheet webs W4B and
W5B are transported together with the endless belts V1
and V2.

The areas outside the top sheet webs W4T and W5T,
namely the portions P4 and P5 of the continuous elastic
30 bodies W4LG and W5LG positioned in the spacing area SP,
are positioned on the endless belt V1 at the roller RI1.
Next, the endless belt V2 is overlapped with the endless
belt V1, and as a result thereof, the portions P4 and P5
are held between these endless belts V1 and V2. In this
35 case, the portions P4 and P5 can be held reliably since
the endless belt V2 is received in the concave groove RID

of the endless belt V1 together with the portions P4 and



35Note that, since the top sheet webs WAT and WbT and the back sheet webs
WI3 and WB are not cut, the correspondi ng edges of the top sheet web WAT
and the back - 27 - sheet web WIB that face the spacing area SP and the
correspondi ng edges of the top sheet web ¥YWbT-and t he back sheet web WbB
that face the spacing area SP remain as when the top sheet web WAT and the

back sheet weh \WB r ty L % ped, j r S not
al ways nutual&? aINSw%d%hn% % %ag ? Pﬁgtﬁg EgéeéﬁﬂgéggpbgﬁggtV%eéngWT
and WT and t e @ackhshe@ﬂlwebsRWABndna2VEBeapeeeat abohgatsi thet he portions

P4 and P5, the edges of tE%dt%&5%Q%eheﬁﬁbﬁe¥ﬁgeﬁ”gh¥5gn§F? ghgeggge§lof

10t he back sheet webs and are respectively nutually aligned.
In addition, iamd WZs case, since the top sheet webs WAT and WbT and the

back shegt webs WG 2l n%o@ﬁ@o%rePﬂo%ngaﬁgggge §95%{§89L@& QQStEéoﬂapM the
conti nuous el astic 15bodi es WAWG, FG and WbLG

posi ti oned beﬁ“%@h”&W@lﬂ@ph§HQePYWéB§ vn¢laﬁa Vﬁitﬁnﬂltﬁ%dbggk sHegt webs

WIB and VBB can; beRrevented., %br%g%ebor%ﬁbﬂglpﬂgaﬁﬁ bheatepcshesy webs WAT
and WsT and the back sheet webs WIB and WB can be prevenéed

t hereb
enabl i ng the ZOn&ifdf act HEtHGesF taef PRASRED BP&Hﬁchtﬁﬁg 4 sﬁnﬂaghan p
attractive ap@@iﬁe&n%bs WAT aMar W@\Z’el’andl ththeigenti mt!OtIBl§| ashherpodhes

WILG and WsLG ar i,ed sQ th t dra tios the,portions 4 and P5
are Iarg%r théﬁ“ﬁﬁﬁ§bgﬁﬂ St Wer & %Qrmtﬁ%iggﬁﬁn £ g?lghéﬁﬁortions P4
and P5 to be qkﬁﬂﬂkﬂeﬂEma@nﬁepﬁedumede Ahbernaﬂthehgh theisgppl ynpaehsof
the conti nuou i ¢ _bodi.e LG an d t he

| engt hs of thg)g‘rﬁkoﬁgﬂPflgﬁd 5p68869e s%;rter g%ﬁ aﬁgﬁ?ggngg?ﬁ t he
first embodi nefit, a&cedudiaig tiyo othenpilesenbeilhwvelii eng puefengbagtion for
formng the egg% S ildf that define the leg holes 1L is carried out after the

connecting sh I's ‘connected to the front piece web W and the back
piece web Wb. As alXr eswiove 3belt riengiaesi bhecahape eérehedséucewi 6h the

outer body “eQﬁﬁ_also be provided in the circumferential surface of
the main drum M. This is because the diameters of the
portions P4 and P5 become smaller as a result of being
pulled by the slicer blade thereby making them easier to
20 cut. In addition, a method can be used in which the
cutter is pressed from one side, or a so-called sonic
cutter can be used that cuts by vibrating a blade tip in
a sharpened state.
The top sheet webs W4T and W5T as viewed from arrows
25 A, B, C and D of FIG. 6 are respectively shown in FIG.
9(A), FIG. 9(B), FIG. 9(C) and FIG. 9(D). Note that the
continuous elastic bodies W4WG, W5WG, WAFG and WSHFG are
omitted from FIGS. 9(A), 9(B), 9(C) and 9(D).
In this manner, in the first embodiment according to
30 the present invention, the portions P4 and P5 are cut and
removed without cutting and removing the top sheet webs
W45 and W5T and the back sheet webs W4B and W5B. As a
result, material is not wasted and materials costs can
therefore be reduced considerably.
35 Note that, since the top sheet webs W4T and W5ST and
the back sheet webs W4B and W5B are not cut, the
corresponding edges of the top sheet web W4T and the back



W2, nanely the front piece web W and the back piece web Wb nutually
connected to the connecting sheet 6, free of - 28 - winkles as a result
of respectively pulling to the outside in the cross-machine direction CD.
Thus, the leg holes 1L can be forned i n—-tRB& proper shape. In addition, the
outer body 3 can be attached to the inner body web 2 5w t hout wi nkling.

Thus, the inner _bqd reld ably,att 2d t esbn y web W2.
Nanely, there S|hseetoth)e€“$b| EEI%OR%V?KJ% rﬁ?%%n)géhgf S%%g%?o%fcg%i ggegﬁébp@\% and the
back pi ece welrdB daparive rst &tdgeisn owhitbk they sheetnwebniibliakhy¢ €banketkd by
the connecti ng,lQshegt g i f ti I i rebe : Lle in
this state, t%ere I gﬁetbhg\}BrB?sQ%agf ft%lr%tee gg.%egﬁ%'fgﬂghggggﬁ}?nge{ﬂﬁ%n}"%b holes |t
devi ati ng frormltie theopear shgsd. wek #ddi einonthet bpskapbeeli FEPcURE to

reliablysattagh the,jrnan %@Béﬁab%etdbe ouL @r o'Eﬁ_@)f W@?d}é\? whil gotn this
15state. On the other hand, when cutting action is carried out, the front

pi ece web Wi anid'atfe Tbdcie Igivece 1WBEME aPoGRE TRECedgBs TIEECEAGL CBBf i ne the
| eg holes it hegoneAiSGRMd MUAQUS NN itshe arachhBepdickeshien ¥BosSiipge these
di sconti nuous portions are not held in the machine 20 directi gn I\/E t here
is the risk offthded S iirs Beneg “idh édeupeandorfappi Ag9about “Eher eby
causi ng wri nkldaygeroff ltappitrg ehethe webenti4pi eee web MAdandet begbackfpi ece
web WS. reover, when such di sconti nuous rtions are forned, the

conti nu{)ﬁ/g el ast9 @aézg‘disz?e\}idl‘_”@%é;n %F,né ngr af%e%?ﬁﬁ?éclgg‘fﬁ’h@ug%ﬁ%ypi ece
web W and t healbagledui ece web Wb contract in the cross-nmachine direction
CD, again resulting in risk .of A nkling or flappin f _the fr pi ece
web W and t he bac%npiaé'{c%ecv%en’vﬁ.n \Rﬁ‘”elr? tRE ¢ onnect ﬁges 8§t Sée%rc %ggi nner
body 3 is atteémit echd &/ITe a3@attthachedkt ehelkee Wwebnt WhBeeadwdbBWArandothe back

pi ece web Wb i ' i.nkl.i ng fl i.ng,.has,ac e ting
sheet 6 or the%%gﬁlbggf@%ﬁn% r?g{ proeslaipeggﬁybgo?iﬁgc?gé&?gu?&g ??gﬁg% ece
web W Bhd t hédshicke pidte WEONb Witlker @5V Cr eWOFE Agdi WotReprprskioned

decrease in 33product ingd ¥ ff e (LR8N whr and wshNafBNEh@ShackNshBELfi st
enbodi ment of the present invention, after the front piece web Wi and the
back webs W4B and W5B can be prevented. Moreover, wrinkling

of the top sheet webs W4T and W5T and the back sheet webs
W4B and W5B can be prevented, thereby enabling the

20 manufacturing of a finished product that also has an
attractive appearance.

Moreover, if the continuous elastic bodies WALG and
W5LG are supplied so that the draw ratios of the portions
P4 and P5 are larger than those of other portions, the

25 amounts of the portions P4 and P5 to be discarded can be
reduced. Alternatively, the supply path of the
continuous elastic bodies W4LG and W5LG may also be set
so that the lengths of the portions P4 and P5 become
shorter.

30 In addition, in the first embodiment according to
the present invention, cutting action for forming the
edges ILE that define the leg holes 1L is carried out
after the connecting sheet 6 i1s connected to the front
plece web W4 and the back piece web W5. As a result,

35 cutting action can be carried out with the outer body web
W2, namely the front piece web W4 and the back piece web

W5 mutually connected to the connecting sheet 6, free of



- 29 - piece web Wo are nutually connected by the connecting sheet 6,
cutting action is carried out for formng the edges 1LE foll owed by
attachment of the inner body 3. Thus, problens |ike those described above
do not occur. 5Note that these probl ens-ak@ uni que to nethods of
manufacturing the diaper 1 in which the front piece 4 and the back piece 5

are formed rom;seRatale sheeksy angd daspakcooeuy by Iehhods phe

manuf act uri ng apers in which ront piece ar pl ece are
formed from acl0siidgl énshbet cronsaddichiion, déuecthgnaePi onThes . f BRAI hgdt he

edges ILE is nohcann ed oyt ¢n 1ng '&Hn%ebﬁgxpér thepeby ehinhnatisg, the
risk of the inner body 3 being damaged by this cutting action. Thu

S,
productivity dfhe watgirapeeyl 315eanbeeakhrabainkd ahealhngh Pedy|veb 2 |p

additions in therfjst,enpadhent raceor dhagihAethBoRyesEBANi B¥ention, the
connecting sheet. 6 iis not attached to the front piece web W and the back
sheet web Wb 84 Vorhterhecnen, thet 1rachePOfl¥ YEPalhed after 20havi ng

cut to an amount equinéalgnthk@eaisi RgkerfikRi shiedrphRUusl. oAsther esuht,
costs incurred for th connecting ghe%t 6 can b rgduceghconﬁ%gerably. Thi s
REeP6 Pt

i s because, iPH¥E deMm&ltitRg & i B18FEalifiBd Forni'of a"web, the
majority of tReiconneeti ngesheet motends yupohaengedShenbedcbyntheingtti ng
action. reover, sjince the.connecting.sheet is . attached
discont}%uousf%?*ﬁhéseﬁ&dp& tFﬁﬁil§§Ea8§ﬁoBelﬁo%??%ﬁﬁ%do?gr 61t 6"t he

i nside in the trianstertse diheeet ientb® thak thetbededpest IbAstAES of the

front piece 4 t he . si rtio LS. b I 5 defi ne
the | eg hoIes(%%gjf%%gerg%glggl%%eﬁ%oﬁﬁggksﬁggsﬁggp gﬁ%sgﬁgﬁgﬁraégg%'around
the side portilonsdliSiand 3LSist hésebyiiffproviingocoatdpblithehrtashnthRanel v,

FIG 15 shows . f e n LN S t bejn tached to
H}%i%ﬁiyos tehy 182 REEL: goagegég\ﬁ w¥ehnY6cbehngnat

the front piece we and th ack piece , .and in this case, end
portionk56SE Bratiche $indéhef oftherbaekdpi ebenscesirabpdechiPh tRecarrigd-

side portions RS, w@nd stheconneet i,ag sheahabrhe bhekehboreepresent around
the side portions 5LS. In addition, portions 6 of the connectlngesheet 6

that overlap tHEWoithepicsldesa &%t shatt defhBesia8 éagelcassofl Pecome

discontinuous in the machine direction MD. Since these
discontinuous portions are not held in the machine

20 direction MD, there is the risk of these portions being
rolled up and flapping about, thereby causing wrinkling
or flapping of the front piece web W4 and the back piece
web W5. Moreover, when such discontinuous portions are
formed, the continuous elastic bodies W4LG and W5LG, for

25 example, of the front piece web W4 and the back piece web
W5 contract in the cross-machine direction CD, again
resulting in the risk of wrinkling or flapping of the
front piece web W4 and the back piece web W5. When the
connecting sheet 6 or the inner body 3 is attempted to be

30 attached to the front piece web W4 and the back piece web
W5 in which wrinkling or flapping has occurred, the
connecting sheet 6 or the inner body 3 is not reliably
connected to the front piece web W4 and the back piece
web W5, thereby resulting in the risk of a decrease in

35 productivity of the diaper 1.

In contrast, in the first embodiment of the present

invention, after the front piece web W4 and the back



S5the front piece 4 along the side portions 4LS, and the connecting sheet 6
is therefore present around the side portions 4LS. As a result, the areas
around the side portions 4LS and 5LS becone conparatively hard, thereby
resulting in the risk of inparting a sense%of disconfort 10to the legs of a

wear er . In contrast in the first enbodi ment according to the present
i nvention, S S arth t de in the
transverse d| e%?%oﬁ% %ﬁgt géé? 29p%§¥$§§geﬁL§§ 9% 5€%§Q§ élSthe

sense of conf@hﬁe¢s6hnpn®vedg NoEéouel s Saﬁéeedh@uéuf®écéoémé®goth@he
connecting shegl, 8 Gap ?%19%%&8359dat925ﬁﬁéﬁ£ 5estgecannbe reduced. Note

that the end portions 6SE are not necessarily required to extend in the
transverse d|ﬁ@@ﬁuo@f9¢leﬁﬁtl#&?héhoﬁﬁydaﬁ§élh99ea%02©c@@v@@ts%%%%r I n

addi tions onl yene @kt heeerd @Bﬁﬁbﬁﬁsa§§5uﬂﬂqhéetélﬂ@tﬁéd£h§ffrOﬂt pi ece 4
and the end portions 6SE on the side of iece 5 may, be positioned

farther to th&ahdpgé Wwangheher dhsverse aPrEE%FBnEE? ?ﬁ%ﬂttmée%?d% Pt i ons

4L5 and S5LS. 2%kl GackOpshews sapradhgsinve apphi §apagat@a§h@éas; Nasd ego 5116.
As shown in FIG 10, ﬁe wi dth of an area_AZ whe hesive is applied

ad
varies al ong tRe& PGﬁ&Ft&BlWﬁFhBﬁ?e€?|8ﬁnEﬁﬁcRﬁﬁéP9 fﬁ%eﬁahb% el
application anea AZo3@hasceadaateasecABEckopated anecbobhmendsrom &he
| ongi tudi nal di.recti LN, a central area AZC located in the center in the
| ongi t udi nal &ﬁpgﬁt %eﬁﬁ and an internediate area AZlI |ocated between the
end area AZE and the eentitdbnar eatAZ€goacthenside Hbrmhegbbick piges 5.

35Both end arqay AZEANd Lhe LA BLTCHRaL e L8R AZL d0 gl LupLLap W ih the

connecting piece 6, bu er the central area eflaps with the
connecti ng shegtimgnatinglthe risk ¢ﬁethﬁdnhseafbbdvh3ehalageé@m¢gﬁﬁ by

subst anti al |y 69kneide W Dok herent g oW gthqok: { becinger chody 3papd; t he

| eakage freventln ne and constitutes the gest wdth. This is to
preventl® he i maer @@lgtéﬁﬂeﬁhétléahagé pEEGEANti ng menbers 7 from

separating fromthefrontpbaceif and Ehesbackophenend andoghimynabe a
sense of disconfort on the part of a wearer. The width of the central

area AZC i s naPoReEseRan LENENHLARN 6FCt RENPAAEINBoaYeStaRd BoRstit utes t he
attached to the front piece web W4 and the back sheet web

W5 in the form of a web, but rather is attached after

20 having cut to an amount equivalent to a single finished
product. As a result, costs incurred for the connecting
sheet 6 can be reduced considerably. This is because, 1if
the connecting sheet 6 is attached in the form of a web,
the majority of the connecting sheet 6 ends up being

25 removed by the cutting action.

Moreover, since the connecting sheet is attached
discontinuously, the end portions 6SE can be positioned
farther to the inside in the transverse direction LT than
the side portions 4LS of the front piece 4 and the side

30 portions 5LS of the back piece 5 that define the leg
holes 1L. As a result, the connecting sheet 6 is not
present around the side portions 4LS and 5LS, thereby
improving comfort when worn.

Namely, FIG. 15 shows the case of the connecting

35 sheet web W6 being attached to the front piece web W4 and
the back piece web W5, and in this case, end portions

6SE' on the side of the back piece 5 coincide with the



10smal lest width. In the first enbodi nent according to the present

invention, the width of the central area AZC is about 90 nmm The
width of the internediate area AZI is internediate to the width of both end
areas AZE and the 15central area AZC. - 30 kn this case, since adhesive is

not applied to both sides in the transverse direction LT of the central
area AZC and the |nterned|a§ ar ea g non- anchor ed area? NC are forned
where the innér- Yo 18R OhE | 8RRagES26PPBIEREPHgSHERDePs' T are not
anchored to tkﬁhanﬁﬂmmeb@d¢s%nLTbeowhdthh@fsﬁhe pontaaﬁbosed area NC ar ound

the central ar%giAZC is Ia& | %h% mngghnof ghe n agcggr d area NC
around t he |nterned1§¥epgfe Rfl 98r 3 ﬁSE HHcR ?35 C is al so
formed in the<25nﬁmﬂe¢henf&battpa&seeﬁsexdendctbonhefsnhe edgesallSapéa AZC.

In this nnery, @A oynd-t.h d nape bo e s 65 of
t he connggtlng éﬁ?H%: tﬁeg}nn§r%§ gg %Ogt] gnu%%grléggngﬁgred
bet ween t he fﬁnnnmﬁﬂpﬂem@h¢ean@ uhetbaahfpmecerssemhusrouhé thaesidedy 3

casi | v, def or mparieapandl ng ot e Bhys! GHE 9bLheapeanar . hberehy

enhanC|ng adherence of e inner e preventing
menbers 7 ri s@aionsudilég aast SLEr beﬁgmﬁopﬁmlgaédgegeAzshB@@at eldesvabpot h

sides in the %Q%ﬁﬁﬂﬁ%%r%% @hre%t%Qno?flEB§r€§95r§|seﬁé@aoézﬁi§BQmEB§t
internedi ate area AZI.” Thus, as a result of incCreasing the size of the

non- anchor ed éﬁééhNC1§@§uﬁé fh&¥cgéfitral - 32 - area AZC, the anmount of the

rise of the |eakagempreynentisty ABNMREES r{re@NchBolnNsERBSEHcolAiagdtbi ON,
adherence of the inner body 3 tqQ the wearer can be enhanced 5l n contrast,

t he non- anchord® &F&ESeRE éPSﬁH&lPﬁe FhEePREJPAEEIrEa%RY| 2F€ reduced in
si ze, thereby migipriessidngarricsientg tof thbe iheakagenptevepthngveesbers 7. As a

result, exceS%fvegyf%d1 Okh%%et%%a§§gg BE%%?Q%E”QLS and 5LS. Thus,

15 the sense of comfort is improved. Moreover, since the
surface area of the connecting sheet 6 can be decreased,
material costs can be reduced. Note that the end
portions 6SE are not necessarily required'to extend in
the transverse direction LT, but rather may also have a

20 curved shape. In addition, only one of the end portions
6SE on the side of the front piece 4 and the end portions
6SE on the side of the back piece 5 may be positioned
farther to the inside in the transverse direction LT than
the side portions 4LS and 5LS.

25 FIG. 10 shows an adhesive application pattern in
step ST1l6.

As shown in FIG. 10, the width of an area AZ where
an adhesive is applied varies along the longitudinal
direction LN. Namely, the adhesive application area AZ

30 has end areas AZE located on both ends in the
longitudinal direction LN, a central area AZC located in
the center in the longitudinal direction LN, and an
intermediate area AZI located between the end area AZE
and the central area AZC on the side of the back piece 5.

35 Both end areas AZE and the intermediate area AZI do not
overlap with the connecting piece 6, but rather the

central area AZC overlaps with the connecting sheet 6.



menbers 7 that causes themto cover the absorptive 10surface of the inner

body 3 is prevented. In addition, if the internediate area AZI is provided
on the side of the back piece 5 nanely the gluteal region of the wearer,

t he | eakage preventing nenbers 7 can be-pBévented fromriding up into the

seat of the gluteal region, 15thereby enhancing the sense of confort.

note that, 1n step pLilitfhG o2) potheoRhexlous] X pesablbed: patiorn

formation can be facFllpate by appl'yi'ng adhesive in the machine direction
MD of the inneripcdyenwet tWa tard enité reeakdge pfetbat ingerebdy weds8d20W .

Note that, ast%ﬁ@W%a&ﬁg%'?Te%%géhngtR@mﬁ%ggh79faBB?CBHE€£H§9E§t@h@r?a Al
may be made to substantially coincide wth the entire width of the inner

body 3 and thedrégcdge isitbventfiag wenber 8revenh thesigage Agdwep|and

25excessi ve twirsd hRG k@lyet hecheakage ReRyerti NgrBRDEESaFat@Agberpheyrat ed.
Not e that the non-anchored area NC'in the center in the | ongitudinal

direction LN ifdWH P4 4 EROs tégaRprE. PAPEEr Rafl'defylMaRa5RodnSFRSEI G
11(B), non-angjoradhrareasnNEneayazkserbe peaveded adjacent to both end
areas AZE. This being the case, winkling and twsting of the inper body 3
are suppressed. AsT?%rﬁgﬁﬁg,OFh§h§eﬁ§§t68108ﬁF8r@E#Slgnﬂﬁﬁﬁgﬁeﬁn N3Pabl e
absor ptive perdosr raree off the iinnetr bedy 3 kadmabntaipbedes3bkEG 12 shows a
second odi nent. .according to_th resent invention., In this secon
enbodinﬁﬁ? accOFdilg &lﬁﬁg'prggeﬁpg %l§§%-ep v ﬁP?BE,a?HSKQF%%tEE g%ﬁbers
5LG ar e di scontiansoutslinvenadiotded the thdthack pheceebirdh adedat RB@E, ithe

el astic nenbez&mg&ygoaro formed froman elastic sheet. Nanely, in the

second enbodi ment as shown in FIG
The width of the intermediate area AZI is

intermediate to the width of both end areas AZE and the
15 central area AZC.

In this case, since adhesive is not applied to both
sides in the transverse direction LT of the central area
AZC and the intermediate area AZI, non-anchored areas NC
are formed where the inner body 3 and the leakage

20 preventing members 7 are not anchored to the outer body
2. The width of the non-anchored area NC around the
central area AZC is larger than the width of the non-
anchored area NC around the intermediate area AZI.
Moreover, a non-anchored area NC is also formed in the

25 center in the transverse direction of the central area
AZC.

In this manner, a portion around the outer body 2,
namely both edges 6S of the connecting sheet 6, and the
inner body 3 are not mutually anchored between the front

30 piece 4 and the back piece 5. Thus, the inner body 3
easily deforms corresponding to the physique of the
wearer thereby enhancing adherence of the inner body 3.

The leakage preventing members 7 rise up by using as
starting points edges AZS located on both sides in the

35 transverse direction of the central area AZC and the
intermediate area AZI. Thus, as a result of increasing

the size of the non—-anchored area NC around the central



512, the top sheet web WBT is transported towards the main drumM Prior to
reaching the main drumM the stretched continuous el astic body WoLG i s
supplied and attached to the top sheet web WoT while oscillating in the
cross-machine direction CD. In this case, 3@8s-shown in FIG 10 13(A), the
continuous el astic body WoLG is supplied so as to be alternately positioned

on the top sheet V\BT andtotheo S|deOT he,top sheet web WT.
Prior to reacHl T {HE mails dFITR™ o|1f| |es T&ppl %d%pS ?ﬁ%ﬁtagﬁ sheet web 5WF
fromthe HVA apphiedtiorg ASThleosas 1o beoiincirdeswdt h Theaddiangement

pattern of the Cﬁ]on} | nyous- eCI stl el}o%dpg 8??%&“83%& Cgpebgortl ons of

the continuous elastic body p05| ti sheet” web WbT are
attached to t mnhapesheet Web V\BT Not e that t he roIIers R1 and R2 are not

ut ual 1 y5208d] acenlyy conerathie S g3 Delhe ik apd.VRcareched thethe main

drum M so as to not ove wi'th the top these end| ess
belts V1 and Vzlttﬁﬂfftﬁctlﬁéep@rrtaaoﬁ@IP5Sotreﬁh@e§oﬁtll Riéas €hasePy body WBLC

positioned 0Ut§ﬂé¥%é§§iﬁd”%f¥$ﬂae%k'W%% W@Eka@@t?rgbéhtlh@ thhsesgcond

enbodi ment according to the present invention he _endl eSs belt V1 is
formed by a sifgld l?rqsatltbeletxce\fél‘ﬁllv@ tHE 188dPés § NBe e aY2IPs PEEVRBELBY t wo

wire belts. Nexdmbdihe Pabdors 3 sar@cautbyotBe shikcabssSkpande30r enpved.
As shown in FIG 13(B), the elastic nmenbers 5LG are i ntermttgntl F\SH
uous

di scont +AuousISPPrERA #d G thgeroposkeet 1ReBTAEFEREXL , 1PhadBent

el astic body Vi GHes iprtessedienteo sike o sheetrowebeWbdnbyhtheipeess rol | er
in the s cond enbo |nen rdin 35t Ee pr esent

RP. In this e cc
i nventi on, ther}b%rbtaicdﬁflﬁ are QG"Cand H @é% \‘?'\’n(it ﬁ88 Ogaﬁ fi ng the
conti nuous el Manemod;he\/\ﬁte@lda@temmvtelmmgpmsh@etsmébc\i\ﬁTban;trtzhenbadk

sheet web - %m rlq%%%lﬁkaE%#the ea%ntln %ﬁgé%@%ghcr%§9§EMBMG I's

supplledtothe ormthe porti (see FIG 3
etc.) ahd reswlltamijpyt rerthizer figrgmathieco s eofset g comfort.

Note that, in step ST16 (FIG. 5), the previously
described pattern formation can be facilitated by
applying adhesive in the machine direction MD of the
inner body web W3 and the leakage preventing member webs

20 W7.

Note that, as shown in FIG. 11(A), the width of the
intermediate area AZI may be made to substantially
coincide with the entire width of the inner body 3 and
the leakage preventing members 7. In this case as well,

25 excessive twisting of the leakage preventing members 7
can be prevented. Note that the non-anchored area NC in
the center in the longitudinal direction LN is omitted in
this example.

Alternatively, as shown in FIG. 11(B), non-anchored

30 areas NC may also be provided adjacent to both end areas
AZE. This being the case, wrinkling and twisting of the
inner body 3 are suppressed. As a result, the sense of
comfort is enhanced and stable absorptive performance of
the inner body 3 is maintained.

35 FIG. 12 shows a second embodiment according to the
present invention.

In this second embodiment according to the present



5back piece web Wb. Next, the back piece web Wb is transported al ongsi de
the front piece web WI in the spacing area SP in the cross-nachine
direction CD. Next, the outer body web S2 is formed, cutting action is
carried out to formthe edges 1LE that deBiBne the |eg 10holes 1L, and the
inner body 3 is attached to the outer body web W2. In addition, in

t he second enhodi nt accordi to the prese i nvent,i.on h r roIIer
RP is prOV|de&j85%h§f¥@a%%€ ﬁ%?ﬁéc FF@%FI§L%£$h|s bg%ﬁcoP%e38§s§§§the
15l engt h of t hercenidleessirbelhtes béickapd e¥2 San be ahdntened thAs almesult,

defl ection Of]ﬁrk%ﬁﬁglg%ﬁié£ﬁg ;%%dﬁ 8¥2ng hggtkgnghgg moperation is

suppr essed. shows accor |ng to the present
i nvention. 20l n t hiNantediv, d ientidai w&wpndabmh@dgmenheaélébPWG ienbéF-5LG i s

provi dedsi 1 LN Dagle RGeS el M0LHAT LS IRAACLAGul 2oNAt AR PULCRY: hn {he

front plece 4. Alternatlvely, the el astic me G can provided in the
front piece 4,dmad M-he Baligst ite memsdd nsL Ghies madn Q5pmond§Be|ﬁtFﬁ§CB§ék

pi ece 5. cdit Bfdd Q.adie %@@e%m@gl%h%ﬁbpﬁlba ahtiaghedcheqt ke front
pi ece web W and the back piece web™Ws in the _form of the connecting sheet

web W6. Next, *ﬁH%‘Vﬁhéﬁ“ﬁﬁdym%’M@TéWW&éﬁe@S€9lé@éﬁpapﬁpnﬁhﬁnFﬁoﬁﬁe

connecting 30%&&&&xﬂ@bﬁMﬁxﬁﬁ@%ﬂ(IﬁUtﬁhn@hQ%tb@@elSagaéhbad edt rfrar form ng
t he edges 1LE that define the | eg holes 1L, &gﬁ resultin

formatibh of thelfdonidé iG7g SREE S SHATIAG P& Yo Gp&?t?&ﬁgg Rﬁt@otﬁﬁt in

each of the prtﬁillbhlsﬂlyte&e}%ﬁrél@e@o%iﬁﬁbQédn’em $zhet hepodheetbadp @5irnahddes
t he connectin

, t out 2 n al so be forned
wi t hout inclugV%g:(%éngﬁﬂﬁ%b 'nd$h 8? 6. e E %E @%@e of - 35 - such an
outer body 2, the nhnﬁnrhmdye&dhin@e$mecmaualwramtuchéMAtmsthppﬂmaérto

surface or OUHS{ %yf% ee web 5 fo%&o%!%%% ﬁMingpﬁ?Ecgﬁg§ Rb Cg 5 80 as to
be p05|t|oned nt é)CI’O ar ea I'n tthi's case e | nner Yy % 1S
15 to coincide w1th the arrangement pattern of the
continuous elastic body W5LG. As a result, the portions
of the continuous elastic body W5LG positioned on the top
sheet web W5T are attached to the top sheet web W5T.
Note that the rollers R1 and R2 are not mutually
20 adjacent.
The endless belts V1 and V2 are fed to the main drum
M so as to not overlap with the top sheet web W5T, and
these endless belts V1 and V2 hold the portions P5 of the
continuous elastic body WSLG positioned outside the top
25 sheet web W5T. Note that, in this second embodiment
according to the present invention, the endless belt V1
is formed by a single flat belt, while the endless belt
V2 is formed by two wire belts.
Next, the portions P5 are cut by the slicer SL and
30 removed. As shown in FIG. 13(B), the elastic members 5LG
are intermittently or discontinuously provided in the top
sheet web W5T. Next, the continuous elastic body W5LG is
pressed onto the top sheet web W5T by the press roller
RP. In this manner, in the second embodiment according
35 to the present invention, the portions P5 are cut and
removed without sandwiching the continuous elastic body

WS5LG between the top sheet web W5T and the back sheet web



Spartially or

conpl etely exposed to the outside. Each of the

previ ously descri bed enbodi nents can al so be nmutual ly conbi ned.

Ref erence Signs List 101D aper 1CCrotch area 1FSide areas 1LLeg hol es
2Qut er body 1531 nner body 4Front piece 5Badk-pi ece 6Connecti ng sheet
7Leakage preventing nenbers 20SPSpacing area - 36 - CLAIMS Caiml A

manuf act uri ng
provi ded with
nmutual 'y

10

15

20

25

30

35

t hod of an underpants-type absorbent article, which is
‘outer body 5provided with a front piece and back piece
Next, the continuous elastic body W5WG is supplied

to the top sheet web WS5T to form the folded portion 5F
(see FIG. 3 etc.) and resulting in the formation of the
back piece web W5. Next, the back piece web W5 is
transported alongside the front piece web W4 in the
spacing area SP in the cross-machine direction CD. Next,
the outer body web S2 is formed, cutting action is
carried out to form the edges 1LE that define the leg
holes 1L, and the inner body 3 is attached to the outer
body web W2.

In addition, in the second embodiment according to
the present invention, the press roller RP is provided
downstream from the slicer SL. This being the case, the
length of the endless belts V1 and V2 can be shortened.
As a result, deflection of the endless belts V1 and V2
during long-term operation is suppressed.

FIG. 14 shows a third embodiment according to the
present invention.

In this third embodiment, although the elastic
member 5LG 1s provided in the back piece 5, the elastic
member 4LG is not provided in the front piece 4.
Alternatively, the elastic member 4LG can be provided in
the front piece 4, and the elastic member 5LG is not
provided in the back piece 5.

In addition, the connecting sheet 6 is attached to
the front piece web W4 and the back piece web W5 in the
form of the connecting sheet web W6. Next, the inner
body 3 is attached by overlapping with the connecting
sheet web W6. Next, cutting action is carried out for
forming the edges 1LE that define the leg holes 1L,
thereby resulting in the formation of the connecting
sheet 6 having narrowed portions.

Note that, in each of the previously described
embodiments, the outer body 2 includes the connecting
sheet 6. However, the outer body 2 can also be formed

without including the connecting sheet 6. In the case of



joined at side areas, the outer body having elastic nenbers provided

di sconti nuously along portions of the | ower edges of the front piece and
back piece that define |l eg holes, and 10an inner body containing an
absorptive body and which is anchored to Bhe-outer body so as to be
positioned in a crotch area, conprising, in turn: _ a step in
whi ch a continyoys fglo%t%fr goaest that ik%@%&ﬁg Bropt rB'sﬁE%St%eige back
pi ece in the form 150f a sheet “welh i's transported in a nachine direction, a
step in whi ch & teoitschifous sodyinefr anréhast pc mefber shnfehe Pérahef a
continuous el astd badyd 5 syRPhiedpheyt e sheet swehswhil 8.0s6kktathpg in a

cross-machi ne direction perpendicular to the nmachine direction 20so that
t he conti nuoustTeltdst & HBedy arsaallCer ndfeltpifospeEonEBC oA PRE BAEEt Sweb and

outsi de the shest:iwah,y and dhe 1R VORSHOEHheCORLI BURYSqel astic body
positioned on the sheet web are attached to the sheet web, 25a step in

whi ch portions of tFETcodt ithGoRscFrieyscily HEE¢IpBSFt FBReE 1 BEREPdE2Phe sheet
web are held by s» M @@ftuaand combined. a cutting step in which the
portions of the continuous elastic body outside the sheet web are cut and
30renoved. Claim?2 The manufacturing method according to claim1,
wher ei n conti Meus-Hed esefs sheets that respectively formthe front piece
and the Fack iece[ﬁglthe form of 35two sheet webs are respectively
transpoffed al'ong tH&Rfdchi ne direction while maintaining a spacing area in
t he cross-machithe dircegein @reaand the continuous elastic body - 37 - is
supplied so as;to Qﬁlggggygggely positioned on a single sheet web and

wi thin the spacing area. aim 3 The manufacturing nmethod according to
claim1l or 1L Leg holes

2 Outer body
15 Inner body
Front piece
Rack piece

Connecting sheet

-~ oy oo W

Leakage preventing members

20 SP Spacing area



5claim 2, wherein, after the continuous elastic body is attached on the
sheet web, an additional sheet web is overlapped with the sheet web and the
continuous el astic body is sandw ched between these sheet webs. Claim4
10The manufacturing nethod according to-aAy of clains 1 to 3, wherein the
hol der is provided with a pair of holding nenbers that nove with the sheet
web, and the portions of the conti nuouscgkzﬁtsl c body outside the sheet web
are cut while held between the hol ding . 15Caim5 The

manuf act uri ng Gtetiod according to claim4, wherein the pair of holding

nenbers are fornEdeﬁa%d@ad%quhb ﬁQQh%deQtaHeLBdgéﬁhﬂgsat9g80ave groove
capabl e of receiving the wire belt, and the portions of the 20conti nuous

el astic body cWRssirRenttherdiede  webighe ihePdoxddgdr 8stht 2B8f ORPheT WPPEY bel t

bei ng aC§0mTDQﬁtcﬁﬁldé’a tw*l%hC%n%%Y)%tng@\!:% ahat Bgcfcl Qtie@@l hutegether with
those portions. O aim6 25The manufacturing nethod accordi ngéto any of

clains 1 to 5 Jofings L?ﬁdérlﬁﬁmaéfeta)?petgﬁsSPE@ﬁt baflyi BRELPH Ghfichithe out er

body extends inerhe d ert-ildedr eakcdinteatibaBlynadoafopehtabea andths
provided with a continuous sh et tha myt uallgdCﬁnn cts the %r_nt ?i. ece and
Fhabets

the back 30pi 8 STwE9ESn ot Endsas deFé?g 8 8etsPthsf vefy

formthe frontlgy ecd eandatlale back piece in the formof two sheet webs are
respectigely transported al.on ge machi ne.di.rection, whil 'Bt |n| ng a
i'n

[
spacing-area in the croSs: i S8y EEPI-8A T BHd 2 Af ?g?ofﬁe edge” 35 or i ng
step, a conneocthiing sheenhdhsratt aohédet outhe bwdysheetswebsbso as to

PLLodl e L SRAGLIRAP3,A00 LOCTA A1 BURKS B, oL At er Doay I

a step in which a continuous body of a sheet
that forms the front piece or the back piece in the form

15 of a sheet web is transported in a machine direction,

a step in which a continuous body of an elastic
member in the form of a continuous elastic body is
supplied to the sheet web while oscillating in a cross-
machine direction perpendicular to the machine direction

20 so that the continuous elastic body is alternately
positioned on the sheet web and outside the sheet web,
and the portions of the continuous elastic body
positioned on the sheet web are attached to the sheet
web,

25 a step in which portions of the continuous
elastic body positioned outside the sheet web are held by
a holder, and

a cutting step in which the portions of the
continuous elastic body outside the sheet web are cut and

30 removed.

Claim 2

The manufacturing method according to claim 1,
wherein continuous bodies of sheets that respectively
form the front piece and the back piece in the form of

35 two sheet webs are respectively transported along the
machine direction while maintaining a spacing area in the

cross-machine direction, and the continuous elastic body



Claim?7 The manufacturing nmethod according to claim5, wherein the
connecting sheet is attached to the sheet 5webs at intervals in the machine

direction. Claim38 The manufacturing method according to claim6 or
claim7, further conprising an edge formi Ag step in which the outer body
web is cut to formedges that define |l eg 10openings. Claim9 The

manuf act uri ng .neth accordin |_ai furthe |.sling.an i nner body
at t achnment stelggaisﬁl%%r%ilcehdotsﬁea%ntﬁgr %ﬁoé‘glt?s"fnslte %Qhéag?g?{v{%%hﬁ e% body web
after 15t he edgedler mhegtstwep. and within the spacing area.

Claim 3
The manufacturing method according to claim 1 or

5 claim 2, wherein, after the continuous elastic body is
attached on the sheet web, an additional sheet web is
overlapped with the sheet web and the continuous elastic
body is sandwiched between these sheet webs.
Claim 4

10 The manufacturing method according to any of claims
1 to 3, wherein the holder is provided with a pair of
holding members that move with the sheet web, and the
portions of the continuous elastic body outside the sheet
web are cut while held between the holding members.

15 Claim 5

The manufacturing method according to claim 4,

wherein the pair of holding members are formed by a wire
belt and a flat belt having a concave groove capable of
receiving the wire belt, and the portions of the

20 continuous elastic body outside the sheet web are held as
a result of the wire belt being accommodated in the
concave groove of the flat belt together with those
portions.
Claim 6

25 The manufacturing method according to any of claims
1 to 5 of an underpants-type absorbent article in which
the outer body extends in the front-to-rear direction in
a crotch area and is provided with a continuous sheet
that mutually connects the front piece and the back

30 piece, wherein continuous bodies of sheets that
respectively form the front piece and the back piece in
the form of two sheet webs are respectively transported
along the machine direction while maintaining a spacing
area in the cross-machine direction, and after the edge

35 forming step, a connecting sheet is attached to the two
sheet webs so as to straddle the spacing area and form a

continuous body of the outer body in the form of an outer
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body web.
Claim 7

The manufacturing method according to claim 5,
wherein the connecting sheet is attached to the sheet
webs at intervals in the machine direction.
Claim 8

The manufacturing method according to claim 6 or
claim 7, further comprising an edge forming step in which
the outer body web is cut to form edges that define leg
openings.
Claim 9

The manufacturing method according to claim 8,
further comprising an inner body attachment step in which
the inner body is attached to the outer body web after
the edge forming step.



