2002-196080 -1 SPECI FI CATI ON PROCESS FOR MAKI NG DI SPCSABLE
DI APERS 5 TECHNI CAL FI ELD OF THE | NVENTI ON The present invention relates to
a process for naking di sposabl e diapers. BACK ROUND ART OF THE | NVENTI ON 10

Japanese Patent Application Publication No. 1992-161152A di éqggagﬁ
process for maki ng absorbent articles such as disposable chéﬁéf .
According to the process disclosed in this Publication, a web sheet which
is a series of individual absorbent bodies and extends in a nachine
direction is coated 15 on one surface wth an adhesive agent and then this

web sheet is guided betmqu:gf%ﬁél%ﬁfr¥ggg%?§fﬁ(§ ting neans and a rol

serving as a reorienting neans I ndi vi dual absor bent
bodi es. The individual absorbent bodies are successively rotated around
their own axes on the reorienting 20 neans by 90 fromthe machi ne direction
to a transverse direction orthogonal to the machine direction and then
joined to the outer PRICESREOR ahHING BTSBEEIAME GI2ERON so that the
i ndi vi dual absorbent bodies are placed on the outernost sheet 2002-196180

5 TECHNICAL FIELD OF THE INVENTION

The present invention relates to a process for making

disposable diapers.

BACKGROUND ART OF THE INVENTION

10 Japanese Patent Application Publication No. 1992-161152a
discloses a process for making absorbent articles such as
disposable diapers. According to the process disclosed in this
Publication, a web sheet which is a series of iﬁdividual
absorbent bodies and extends in a machine direction is coated

15 on one surface with an adhesive agent and then this web sheet
is guided between a reoll serving as a cutting means and a roll
serving 4s a recrienting means and cut to obtain the individual
absorbent bodies, The individual absorbent bodies are
successively rotated around their own axes on the reorienting

20  means by 20° from the machine direction to a transverse direction
orthogonal to the machine direction and then joined to the
cutermost sheet fed in the machine direction so that the

individual absorbent bodies are placed on the cutermost sheet




intermttently -in the machine direction. In the above-cited known process,
the roll serving as a «cutting neans is provided on its peripheral surface
with a blade extending in an axial direction of the roll and conmonly
called 5 as an upper tool. The roll serving as a reorienting neans has its
peri pheral surface which the upper tool hits and is comonl 002 as a

| ower tool. The peripheral surface of the roll serving as a cutting neans
has a relatively small circunferential dinmension which usually corresponds
to a length 10 of one or tmo |nd|V|duafzabsorbent bodi es. The roll serving
as a reori erentjal length sufficient to support
at | east tn\e/\d/o}gl r1g1| r?%ﬁé‘l[y altg % Jd'"r?qttjé’ng'perl pheral surface agg to
al l ow one of these two nd|V|duaI absorbent bodies to rotate around its own
axis. Wth a 15 %ﬁ?@qabﬁzfe—crtﬁeﬁam@s@@cam e redlveagvingas a
reorienting neans has a dianmeter as large as three to five tines of the

di anet er afuttthiewy pEebnsawprgvided cui té fl&mal%ﬂﬁfaééﬁlmrﬁg%laﬂéd the
peri pheral surface which the blade hits are liable to be worn during

cont i NUOUSxsthcling BASEN WA 1041 Sect DES &4t @%90 r1Q
mai nt enance and cﬁ%cks as well as perloS: the Igaéﬁgég'o a&éﬁ%}dlng
this, he ro SO | ower cutter reqguires nuch tinme and

| abor rraflﬂr}t ﬁfﬁ% e ai T% roEf Serving as a reorienting means has

itsperipheralsurfacewhichtheuppertoolhitsandiscxmmmmly
called as a lower tool. The pefipheral surface of the roll
serving &as& a cutting means has a relatively small
circumferential dimension which usually corresponds to a length
10 of one or two individual abscrbent bodies. The roll serving
as a reorienting means has a circumferential length sufficient -
tc support at least two individual absorbent bodies on its
peripheral surface and to allow one of these two individual
absorbent bedies to rotate around its own axis. With a
15 conseguence, in many cases, the roll serving as a recrienting
means has a diameter as large as three to fi'.ve times of the
diameter of the roll servingasa c:ﬁt-ting means. Since the blade
and the peripheral surface which the blade hits are liable to
be worn during continucus use of these +wo rolls, these two rolls
20 need periodic maintenance and checks as well as pericdic
exchanges of par#s. Regarding this, the roll serving also as
the lower cutter requires much time and labor for maintenance,

checks and parts-exchanges because of its relatively large




checks and parts-exchanges because of its relatively |arge 2002- X 96080 3
dieter . The hot nelt type adhesive agent commonly used in the process
for-maki ng a di sposabl e diaper nay al so raise a problem Depending on a
viscosity at which the hot nelt type adhesive agent is applied, a |ayer
of . the coated adhesi ve agent 5 may be unnecessarily thick. 4/2d8ae¥uence,
the article such as diaper may be unconfortably stiff. it is an object of
the present invention to provide a process for continuously nmaking a

di sposabl e di aper inproved so as to fatilitate maintenance, checks and

part s- chanfes,Afa 10 e r tools tp nmake a thickness of an

adhesi ve IQgLyer ' ﬁ%gh?ﬂgDﬁggLn&bﬁ\eE@eﬁ@?Wmﬁmw fusachdmpr esent
i nvention,_.there is provided a 15 process for continuously making a

di sposabl & FEFEFEN SR Makitshp idsismpadid e igpesf megatbilesg amice ar
surface of a first cover sheet of a first web including said first

cont i nuouPTEBIEM.shbepending eoorl wiseess iaheal ﬁaﬂchntﬁefms@méia&t&&%
direction and a plurality of blocks made of body fluid absorbent terial

o er RS ST R SV SE PR LA e aoenc
5 may be unnecessarily thick. In consequence, the article such
as diaper may be uncomfortably stiff .
it is an object of the present invention to provide a
process for continuously making a disposable diaper improved
80 as to facilitate maintenance, checks and parts—changeé of

10 upper and lower tools to make a thickness of an adhesive layer

' 1ight.l

DISCLOSURE OF THE INVENTION
According to the present invention, there is provided a
15 process for continuously making a disposable diaper generally
comprising the steps of coating an outer surface of afirst cover
sheet of a first web including said first continucus cover sheet '
a second cover sheet fed in a first machine direction and a
plurality of blocks made of body fluid absorbent material and
2} interposed between these | two cover sheets and arranged
intermittently in the first machine direction with an adhesive
agent, cutting the first web in a transverse direction

orthogonal to the first machine direction between respective
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agent, cutting the first web in a transverse direction orthogonal to the
first machine direction between respective 2002-196080 .4.- pairs of

adj acent the blocks to obtain individual absorbent nenbers, reorienting

t he i ndividual absorbent menbers fromthe first machine direction to the
transverse direction, and bonding the individual absorbent <HE2B6GEX 0 a.
second web 5 conprising a continuous sheet fed in a second machi ne
direction orthogonal to the transverse direction so that at |east a part
of each of the individual absorbent nefthers constitutes a crotch region of

the di apepaand at L§ p f the second web_ constitutes a wai st
regi on of bt he di aper aﬁ[fgﬂ'?hgﬁl%‘n%}gﬁgﬁeﬁp gbtaini Agdiyidnelprbsembennvent i on
i's chara&%&%zed in that an adhesive agent is a hot nelt adhesive agent,

the first EBat TP R 12 thentrdisl dyahhisorbent medbe betiean-Haper and

| ower tool rolls extending in the transverse direction in parallel to each

ot her, théirsksmagdiines ditrebyidh thesehs okbspnbebpean c{i%&rn\s‘e gﬁ(igrs of

adj acent the blocks to obtain the individual absorbent ne

extending Tn the transversa vy capronerht, MR ob Cac et WRn &
hot mgl t AGRSS! ¥ End3eBLL L NEBEs (St £24%, ghseeeém?c; %%Z%gnaeggipgétinn
orthogeonal to the transverse directicn so that at least a part
of each of the individual absorbent members constitutes a crotch
region of the diaper and at least a part of the second web
constitutes a waist region of the diaper.

10 The improvement according to the present invention is
characterized in that an adhesive agent is a hot melt adhesive
agent, the first web coated with the adhesive agent is gquided
between upper ana.lnwer tool rolls extending in the transverse
direction in parallel to each other, the first web is cut by

15  these rolls between respective rairs of adjacent the blocks to
cbtain the individual absorbent members ¢ the absorbent members
are gquided between the lower tool roll and a gquide :.:nll extending
in the transverse direction in parallel to each other with a
‘hot melt adhesive agent on the first cover sheet pressed against

20  a peripheral surface of the guide roll, then the individual
absorbent members are transferred from the gquide roll to a

reorienting roll extending in parallel to the guide roll with

the second cover sheet placed against a peripheral surface of
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20 a peripheral surface of the guide roll, then the individual absorbent
menbers are transferred fromthe guide roll to a reorienting rol

extending in parallel to the guide roll with the second cover sheet placed
agai nst a peripheral surface of 2002-196080 -5 the reorienting roll, the

i ndi vi dual absorbent nenbers are successively reoriented f2002HB6080 r st
machi ne direction to the transverse direction on the reorienting roll and
then the individual absorbent nenbers are fed onto the second web and 5
bonded to the second web by neans of ahot nelt adhesive agent. The

present i pypaNtiQR. i e fqllow enbodi nents. (1) The periphera
surface of the QUIégﬁ%gﬁf:mD éh%uﬁ?' Biuakphsarbert avpubeabdl arel0 (2)
D ameters of the UEE and Iomer tool rolls are substantially equal to
each ot hePUSAFSSAYFI¥ITeMRtPAtRd fopmithe fieetimmtiig aokboe BBhER the

DESCRI PTION OF THE DRAWNGS 15 Fig. | is a partially cutamay pl an vi ew
showi ng atrdnspesabl didieatdon forg. the | fedrRantial! Yoyt ?%tlve
vi ew showi ng the disposabl e diaper of an arrangéenent di eren f t he

individual absorbent members are fed onto the second web and
3 bonded to the second web by means of a hot melt adhesive agent.
The present invention includes +he following
embodiments.
(1) The peripheral surface of the guide roll is adapted to be
température-adjustable.
10 (2) Diameters of the upper and lower tool rolls are
substantially equal te each other and smaller than that of the

reorienting roll.

BRIEF DESCRIPTION OF THE DRAWINGS
15 - Fig. 1 is a partially cutawaf plan view showing a
disposable diaper;

Fig. 2 is a partially cutaway perspective view showing
the disposable diaper of an arrangement different fram the
arrangement shown in Fig. 1; and

20 Fig. 3 is a diagram illustrating a part of the prdcess

for making the disposable diaper.

DESCRIPTION OF THE BEST MODE FOR WORKING OF THE INVENTION
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arrangenment shown in Fig. 1; and 20 Fig. 3 is a diagramillustrating a part
of the process for nmaking the disposabl e diaper. DESCRI PTI ON OF THE REST
MODE FOR WORKI NG OF THE | NVENTI ON 2002-196080 - 6- Details of the process
according to the present invention for maki ng di sposable diaper will be
more fully understood from the description given hereunder 202-h9s088f er ence
to the acconpanying drawings. 5 Fig. | is a partially cut-away plan view
showi ng an open-type di sposabl e diaper 1 according to this -invention. The
di aper | generally conprises a body fl#&i-d absorbent nenber 2 having a

rectangul ar sha I Foped to be longer .in a |longitudinal direction of’
the di aper 1 an%‘éggiggg:%%g?&%%afg EHBP-4¢ khemnaasnt inventben 3.

COnfigura%ionaII., the diaper | is conposed of , as viewed in the
ongi - t udi grf“ft‘if—?ré%fi-lﬁﬁﬁ’?a lerdiapenaiidil begicre 6l by herlerRiceld rigq! on 7
and a crotch region 8 extending between these two waist -regions 6, 7. A

- di mensi onthef descdipeion| divdme Heangidded na)ierdi wLgeli -i s bi sected by
15 a center line NN The support nenber 3 inlcl udes anblﬂﬁﬁeréghe $E4

facing a ameﬁmpahyingoéya@ggggg outer sheet 5 facing a wearer's

5 Fig. 1 is a partially cutaway plan view showing an
open-type disposable diaper 1 according to this invention. The
diaper 1 generally comprises a body fluid absorbent member 2
having a rectangular shape dimensiocned to be longer in a
longitudinal direction of the diaper 1 and an hourglass-shaped

10 sheet-like support member 3. Configurationally, the diaper 1
is composed of, as viewed in the longitudinal direction, a front
waist region 6, a rear waist region 7 and a crotch region B8
extending between these two waist regions 6, 7. A dimension
of the diaper 1 in the longitudinal direction is bisected by

15 a center line N-N.

The support member 3 includes an inner sheet 4 facing a
wedrer's body and an outer sheet 5 facing a wearer's
undergarment., both being adhesively or thermally joined to each
other. The support member 3 at least partially defines the

20 front waist region 6, the rear waist reglon 7 and the crotch
region§ 8. In the front and rear waist regions 6, 7,
waist-surrounding elastic members 14 extend in a tfansverse

direction of the diaper 1 between these inner and outer sheets
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under garnent, both being adhesi-vely or tbermally joined to each other.
The support nwilibe r 3 at |east partially defines the 20 front wai st region
6, the rear waist region 7 and the crotch region 8. in the front and rear
wai st regions 6, 7, waist-surrounding elastic nenbers 14 extend in a
transverse direction of the diaper 1 between these inner aRB)uP&lSlsheet s
2002- 196080 7 4, 5 and are secured in a stretched state to at | east one of
t hese sheets 4, 5. The inner and outer sheets 4, 5 are |iquid-pervious or
|'i qui d-i npervi ous and nmade of a suitabl’e material such as a plastic film
absar bent nmenber 2 includes a

or a nonwave ri y. £l ui

|'i qui d- per vi guéﬁtao%gﬁe%fggggggl %lgu?ds- TR REake ta g8 degsitvicoesof
backsheet tgz %nd a block 2_3 which is interposed between these top- and
backsheet §'5F% FHSHE rfhdeSof RS immesrsodt awiteer i sheelfe 4opshgss . 21
and the Dbackuheet 22 are 10 overlaid and joined together outside along a
per i pher al-igHgd-pPervinesbbockiaBidsingesvsvis abhe rﬂ%@s&feaagg%ag o
heat - sealing technique. The body fluid absorbent nmenber 2 in I ch™t he

Tanner oxtends [ h the oot ehT o an 5 Frthet ARG THOHC15 fnd rar

wai st sregi ons 6ppJd V‘BS&?' n 408 agy Sshuer tenzt2 irﬁe:r?lgggedz includes a
liquid-pervicus topsheet 21, liquid-impervious or
liguid-pervious backsheet 22 and a block 23 which is interposed
between these top- and backsheets 21, 22 and made of body

absorbent material. The topsheet 21 and the backsheet 22 are

10 overlaid and joined together outside along a peripheral edge

of the block 23 using a suitable adhesive agent or a heat-sealing
technique. The body fluid absorbent member 2 in which the block
23 is covered with the topsheet 21 and the backsheet 22 in this
manner extends in the crotch region E.further into the front
15  and rear waist regions 6, 7 wherein the backsheet 22 is bonded
to the inner sheet 4 by means of an adhezive agent (not shown).
In this manner, the body fluid absorbent member 2 makes a part
of these respective regions 6, 7, 8. In the case of the
backsheet 22 which is liquid-pervious, the inner sheet 4 or the
20 outer sheet 5 is preferably liquid-impervicus. The disposable
diaper constructed as has been described above can be worn in
Same manner as a well-known open-type disposable diaper.

Fig. 2 is a partially cutaway perspective view showing
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to the inner sheet 4 by neans of an adhesive agent (not shown). In this
manner, the body fluid absorbent nenber 2 nakes a part of these respective
regions 6, 7, 8. In the case of the backsheet 22 which is
| i qui d- pervious, the inner sheet 4 or the 20 outer sheet 5 is preferably
| i qui d-i npervious. The disposable diaper constructed as hag0Beépwiddscri bed
above can be worn in sane manner as a well-known open-type di sposabl e
diaper. Fig. 2 is a partially cutaway perspective view showi ng 2002- 196080
-8 a pants-type cLisposable diaper 10%-obtained by the process according
to the i-gv QN Xol| 101, .conprises a pants-shaped support nenber
103 and a bg,(%ﬂt%l 3?5’%%’&??%’%%?’1%&?6’6%10@%t%@w4 dBnthenprosese of
the support rnenber 10 3. 5 The support nenber 103 at |east partially
defi nes aa??Sﬁ{ERHi & ERgi dnvEnd.icR .1 eaTheniditapeayi D01 1Q gl Pt ch
regi on 108. t;’heh-front and rear waist regionS 10 46 1. 1 7 alLre over
| a i d andPANGE-shagedt sgppbet abmBep! anal iZna f Honi - kN Such the
di aper 101 can be obtained by folding the diapé¥9¥P6¢gEP%.§qsé#§%PEhe 10
body f I uimemsds ardeattaxkal | ng) t aenter line NN and

P Er, Sn6P A i APEe mefier 13- T the

then j oni n g the front and reaic wals 't e _
://\Ila?: 2'5% yr':g}g? s r?%gﬂfg W%ﬁ%&ig%%gp%g ] Zggggq:@i%r}eso fa f;[*_‘ggt rwe;ipseif thve
region 106, a rear waist regicn 107 and a crotch region 108.
Thefruntandrearwaistregions106,1G?are0mer1aidandjnined
together at a plurality of jeoining lines 110. Such the diaper
101 can be obtained by folding the diaper 1 of Fig. 1 with the

10 body fluid absorbent member 2 inside along the center line N-N

and then joining the front and rear waist regions 6, 7 together
in the vicinity of transversely opposite side edge zones 11 of
the respective waist regions 6, 7. However, tape fasteners 16
8s seen in Fig. 1 are unnecessary to ébtain the diaper 101 of

15 Fig. 2 from the diaper 1 of Fig. 1 and may be previously
eliminated. The regions, porfions and zones in the diaper 101
of Fig. 2 which correspond to those in the diaper 1 of Fig. 1
are designated by the reference numerals in Fig. 1 added with
100, respectively.

20 Fig. 3 is a perspective diagram illustrating a part of
the process for continuously making the diaper 1 or the diaper
101. 1In the upper part of the diagram, a first web 351 is fed

in a first machine direction indicated by an arrow A& and, in
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as seen in Fig. | are unnecessary tio obtain the daper 101 of 15 Fig. 2
fromthe diaper 1 of Fig- 1 and nay be previously elimnated. The regions,
portions and zones in the diaper 101 of Fig. 2 which correspond to those
in the dlapeic | of Fig. 1 are designated by the reference nunerals n
Fig. 1 added with 100, -respectively. 20 Fig. 3 is a persp8di2-48sa80agr am
illustrating a part of the process for continuously making the diaper | or
the diaper 101. in the upper part of the diagram a first web 351 is fed
ina first machine direction indicated®y an arrow A and, in 2002-196080 -
9 the 10Wwene Raq:d [ a second web 3 5 2 is fed in a
Sec, ond nac. hi nef pg_ig%ec%:ft.'-'e'lhgnéﬁ%r%{n%t BF P vEP B Bs TRt inia secondn

i ndi Cat ed %180 a ~-rOn. Cwhich is orthogonal to the first machine
directionTA 15 5r t#fdb%ﬁ%m‘al iericgtede byecand anmoehiBne' di r@cte@pion. Wil e

center lipes. P, Q"tending to bisect the first web 351 and the second web

352, resptRiiveted by anenmanSwaiieh idi 6LChGRIhL ABCLRL |fli§.gq:ar}l§&1#ﬁ)el ie on
the sane plane orthogonal to the transverse direction C, It 1s alrso

possi bl e direct oy iEheSEREYONEE 90 khNESe R sp as.to be, spaced one
fromanother 10 in the transverse direction G %’C{)ﬁ*@‘ggl}"?r ré)ﬁféil%cond
webs 535 352, - ne. 52. conprises a continuous irnmer sheet
53518, 3%hilld Beffe? glﬁ\gg 1§, ZQ exden ing to bisect the first web
351 and the second web 352, respectively, in the transverse
direction C are illustrated to lie on the same plane orthogonal

to the transverse direction C, it is also possible to arrange

these two center lines P, Q 20 as to be spaced one from another

10 in the transverse direction C. Of these first and second webs
351, 352, the second web 352 comprises a continuous inner sheet
304 and a continuous cuter sheet 305 pPlaced upon and joined to
each other. Between the continucus inner sheet 304 and the
continuous outer sheet 305, a pPlurality of first elastic members

15 314 continuously extending in a stretched state in the second
m&chine direction B and a plurality of second elastic members
317 extending in a stretched state in a transverse direction
of the second web 352, i.e. r in the transverse directicn C are
interposed. The first elastic members 314 lie in the vicinity

20 of transversely opposite side edges of 312 extending inparallel
to each other and are bonded to at least one of the sheets 304,
305. A plurélity of second elastic members 317 lie in a group

320in a tra'uls:v«\'ar..*=.+:=~l_3,r middle zone of the second web 352 so that
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304 and a continuous outer sheet 305 placed upon and joined to each other.
] Bet ween the contimous inner sheet 304 and the cont-inuous outer sheet
305, aplura 1 ity of f-irst el as t-ic wenbers 15 314 contnuously
extending in a stretched state in the second nachine direction B and a
plurality of second elastic nenbers 317 extending in a 5t 280Lheahask ate in
a transverse -directio'n of the second web 352, i.e., in the transverse
direction C are interposed. The f irst elastic nenbers 314 Ile in the
vicinity 20 of transversely opposite slte edges of 312 extendingin

paral l el ¢}h8s8a er are banded to at | east one of -the sheets 304,
Bcs - A ShGeE %??%’P 328 43 S i oF o Ty nom gheupecdad i n a

transver sel éhm dd|.e zone of the second web 352 so that 2002-196080 -10-
t hese grolips™326 Ja‘rrée%tﬁﬁbﬁ Htemmadmlanby lkerelatihel gesend drmehkNen
direction B alternately by a relatively small dinmension Cl and a

rel ativel %1 |andea diebasivalP. ldhgesascnsdsebasti c ﬂl;érbg% 7_are, bonded to -
at | east one of the sheets 304, 305. 5 In the hpper par é%IE&Fleg%EtJS‘? t he
first welm@hbe®mui Siredboadeantd o psheet - 321 cont i nyous_backsheet
322 and an absorbent block 323 ?nt elrj%gtg%daﬁgt%ézﬁ’% ﬁg‘ﬁ?tﬁv\/@ﬂ%he%@% 321,

322 ig illustr o.be fed in the first machine direction A, As -
il lustrated, tfl%.?a %O?B%?ﬁ: Efﬁ%tcﬁ’fh%' eackDRalivgt aveb 351 comprising

a4 continuous topsheet 321, a continuous backsheet 322 and an
absorbent block 223 interposed between these two sheets 321,
322 is illustrated to be fed in the first machine direction A.
Az illustrated, the abscrbent blocks 323 each having a
10 rectangular shape which is relatively long in the first machine
direction A and arranged intermittently in the first machine
direction A. The continuous topsheet 321 and the continuously
backsheet 322 are overlaid and joined together cutside along
peripheral edges of the respective blocks 3223 by use of a
15  suitable adhesive agent or a heat-sealing technique. Such the
first web 351 is fed with its continucus backsheet 322 facing
upward in the first machine direction A and, in the course of
being fed in this manner, the continuous backsheet 322 is coated
by an adhesive coater 353 with a hot melt adhesive agent 354

20 in a desired pattern.
The first web 351 fed in the first machine direction A
and the second web 352 fed in the second machine direction B

are integrated together by means of an upper tool roll 361, a
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10 rectangul ar shape which is relatively long in the first machine
direction A and arranged intermttently in the first machine direction A
The conti nuous topsheet 321 and the continuously backsheet 322-are
overlaid and joined together outside along peripheral edges of the
respective bl ocks 323 by use of a 15 suitabl e adhesive agent0@i-186080
heat - seal i ng techni que. Such the first web 351 is fed with its conti nuous
backsheet 322 facing upward in the first nachine direction A and, in the
course of being fed in this manner, tHe continuous backsheet 322 is coated
by an adhggi {th a hat ne adhesive agent 354 20 in a
desired pa?&gﬁn?%%??ﬁgéﬁMEl Eg}%FeHD#L Ihé: 14 ﬂ*ﬁﬂﬁwﬁm divddcBban A

and the secgnd web 352 fed in the second nachine direction B are .

i nt egr at eB"t oY HTRES FKPead? &8 showppiér Figl 30l ITH3Shppar20631] 96980 - 1] -

| ower toog§£oll 362h a guide roll 363, areorienting roll 364 and a press
roll 369 siswh EheFilpwex Theluppsyltaogh r ecbik, lL.ower_t ool
roll 362 respectively rotate in directions if%ﬁ%aied %@pa%?%ﬁgng”% ar ound
axes 36ladidéeidnexXigass hNRRa 0 ch.other In a direction
orthogonal to the first ﬁg%%iﬁg g?%%%%i%ﬁ - b fereR ot 130136381 i s

provi ded é}&éﬁ&iﬁ& riinD rﬂ:%rraalllei%éaggcl\}lméthhear g_lnagedfggcs)i(ég nc:?xi-gr?ugnnal |
to the first machine direction A. The upper tool roll 3582 is
provided on its peripheral surface with a blade 366 extending
in parallel to the axis 26la so that the blade 364 may come in
contact with a smooth peripheral surface of the lower tool roll

10 362 under an adjustable pressure. The lower tool roll 362 is

formed on its peripheral surface with a plurality of vacuum
suction openings {not shown), The lower tool roll 262 and the
guide roll 363 respectively rotate in directions indicated by
arrows B, F arcund axes 362a, 363a extending in parallel to each

15 other so that one of these axes 362a, 363a may be shifted to
adjust a distance between these two folls 362, 363 and/or to
adjust a contact pressure of the rolls 362, 363 when these two
‘rolls 362, 363 rotate with the first web 351 interposed
therebetween. A peripheral surface of the guide roll 363 is

20 formed by material such as a silicone rubber or a fluorocarbon
resin so that the hot melt adhesive agent 354 in a molten or
semi-molten state may be easily separated from the peripheral

surface. In addition, this peripheral surface is
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in parallel to the axis 36la so that the blade 366 may cone in contact
with a snooth peripheral surface of the lower tool roll 10 362 under an

adj ust abl e pressure- The |lower tool roll 362 is forned on its peripheral
surface with a plurality of vacuum suction openings (not shown). The .| ower
tool roll 362 and the guide roll 363 respectively rotate i ARMR-1®@180ons

I ndi cated by arrows E, F around axes 362a, 363a extending in parallel to
each 15 other so that one of these axes 362a, 363a may he shifted to

adj ust a di stance between these two rold-s 362, 363 and/or to adjust a

contact pges t hese two rolls 362, 363
R e Bgl&é@é %F%&i RS ha BEdt Rdhes ive edepteBal
surface of _th uide rol.l 363,is 20 forned by material such as a silicone
rubber or™&Yt |Rfor BEAPHEANSHesim setheRdvellye &bfeaklve adioesiivd crgeghd 354 in
a molten or sem -nplten state may be easily separated fromthe peripheral

surface. $RPatatedofrom Hitse e ipheral]l suirfraee iis goggagggoggndlggon
t enperat ure-adj ustabl e so that the hot nmelt adbesive agent may be

nai nt ai neTihé nnaiee sio2gl Beaf 18CA T4y & r&UEd ﬂ%nl@gd%lg%}gﬁr at gsf romthe
e

peripheral surface in a stable condition. ES (Yo
proviged iy t5 pﬁ%rfaﬂtl%'iia!:f tsrétjcﬁtfuﬁ suction cpenings (not ghown). The

reorienting roll 364 extends in parallel to the guide roll 363
and rotates around on an ax;s 364a in a direction indicated by
an arrow G. The reorienting roll 364 is provided on its
peripheral surfaces with a plurality of rotary tables 367
1)  intermittently arranged arcund the axis 364a. While details
are not illustrated, each of these rotary tables 367 rotates
on the peripheral surface of the roll 364 arcund this table's
own axis by 90° in a direction indicated by an arrow T during
1/2 rotation of the recrienting roll 264 in the direction 6 and

15 then rotates on the peripheral surface of the roll 364 around

this table's own axis by 90° in a directicn opposite to the

direction T during the subsequent 1/2 rotation of the roll 364.
The axis 363a of the guide roll 363 may be shifted to ensure
that the guide roll 363 is brought in cont.f.act with the peripheral
20 surfaces of the rotary tables 367 or spaced apart from the
peripheral éurface of the rotary tables 367 by a desired

dimension.

The first web 351 is fed in the first machine direction
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5 wth a plurality of vacuum suction openings (not shown). The reorienting
roll 364 extends in parallel to the guide roll 363 and rotates around on
an axis 364a in a direction indicated by an arrow G The reorienting rol
364 s provided on -its peripheral surfaces with a plurality of rotary
tables 367 10 intermttently arranged around the axis 364a. 20W-1864%8t ai | s
are not illustrated, each of these rotary tables 367 rotates on the
per-iphera 1 surface of the roll 364 around this table ' s own axis by
90' in a direction indicated by an artbw T during 1/2 rotation of the
reorientig I 4.1 heg dir i Q and 15 then rotates on the
peripberalgw?ﬁ?fg%gégfr?gégrg??'S% %Uihé? néﬂﬁﬁﬁ*taghé'glﬁﬁﬁ wsb-351by 90
In a diceﬁtion ogﬁosite fo the direction T during the subsequent 1/2
rotati on of VtHE FoFICRphinueys bagksinsdn 372 deatsal de thokhe3R3t Ryl be
shifted to ensire that the guide rol 1 3 6 3 -is brought in contact
with the pdhepherargant sif4 ared fidciirke upvaa Yt 8pl-gs %@zd@% SOAGES, apart
fromthe peripheral surface of the rotary tables 367 by a desire

di mensi onthe Uithdr $bhol el B3k 1 ' - irst i ne directjon

2002- 196080 - 13- toward the?éslr %Ffiggé%rll&%&%égf%ﬁ " “he "%H%ﬁ web

351 Ravifg, R o7 NUqUsLaskshee twigt Ztﬁgaégrqi%é;}a{ g%rr]f(gcenglf tthe
lower tool roll 362 under the vacuum suction is then transferred
onto the guide roll 363. On the peripheral surface of the lowver
tool roll 362, the first web 351 is cut by the blade 366 of the
upper tool roll 361 along an imaginary line R transversely

10  extending between each pair of the adjacent blocks 323, 223 made

of an abscorbent material into the individual body fluid

absorbent members 302. The individual body fluid absorbent
members 302 are pressed by the lower tocl roll 362 against the
peripheral surface of the guide roll 363 and at the same time
15 retained on this peripheral surface of the guide rell 363 under
the vacuum suction from this roll 363. Then the individual body
fluid absorbent members 302 are quided to the recrienting roll
364. The hot melt adhesive agent 354 in a molten or semi-molten
condition is pressed against the peripheral surface of the guide
200 roll 363 as the body fluid abscrbent membersz 302 are pressed
against the peripheral surface of the guide roll 363.
Consequently, the hot melt adhesive agent 354 is flattened out

on the entire surface of the backsheet 322 and a layer of the




adhesive agent 354 and facing upward is first guided between the upper

tool roll 361 and the lower tool -roll 362. The first 5 web 351 fed in

cl ose contact with the peripheral surface of the |lower tool roll 362 under
t he vacuum suction is then transferred onto the guide roll _363. On the
peripheral surface of the lower tool roll 362, the first weB0B536488 cut by

the bl ade 366 of the wupper tool roll 361 along an inaginary |ine
transversely 10 extendi ng between each pair of the adjacent bl ocks 323, 323
made. of an absorbent material into th¥-individual body fluid absorbent

menbers 3Q24ne&R6al Rdiyid body fluid absorbent penbers 302 are pressed
by the | ower tool r@lgjle}ﬁ% 4aglzfl NS T HEPOEpher thinvgd aceThe vacugmi de

roll 363 and,at the sane time 15 retained on this peripheral surface of the
gui de rol PUSE3CHNHER™ T lemasuredcrran 362nis hitopmed whed. thbapodje
I ndi vi dual body fluid absorbent nenbers 302 are guided to the reorienting

rol |  364flyhd dhaonhsnt mehesi 3 224e Rlepddh tdd Ar &R HHRN Shes Rl @'%%fn
condition is pressed agai nst the peripheral surface of the guigé r ol
363 as theebody fluid absorbent nenbers 302 are pressed against the
peri pheral surface of the guide roll 363. Consequently, the hot nelt

o™ e VRIS B e L EEOLE S8 L2SE ek

the body fluid absorbent member 302 on the guide roll 363 comes
in c¢ontact with the associated rotary table 35? on the
reorienting roll 364 and at thé same time this body fluid
absorbent member 302 is transferred with the backsheet 322
10 facing upward to the associated rotary table 367 under the
vacuum suction from the vacuum sucticon openings (not shown) of

the rotary table 367.
The reorienting roll 364 is opposed to the quide roll 363
lying immediately above the reorienting roll 364 and opposed
15  to the press roll 369 lying immediately below the reorienting
roll 364 as viewed in the vertical direction in Fig. 3, During
1/2 rotation of the reorienting roll 364 around the axis 364da
fromthe guide xoll 363 towarad the press roll 369 in the direction
G, the rotary table 367 rotates around its own axis by 90° in
20 the direction T. 8o the body fluid absorbent member 302
oriented heretofore in the first machine direction A, i.e., in’

the direction orthogonal to the axis 364a of the recorienting

roll 364 is reoriented so as to extend in parallel to the axis
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adhesive agent 354 is correspondingly thinned. The vacuum suction fromthe
| ower tool roll ' 362 is stopped when the body fluid absorbent nmenber 302
is separated fromthe |lower tool roll 362. 5 The vacuum suction fromthe
guide roll 363 is stopped when the body fluid absorbent nenber 302 on the
guide roll 363 cones in contact with the associated rotaryZ0@s1%i887 on
the reorienting roll 364 and at the sanme tine this body fluid absorbent
menber 302 is transferred with the backsheet 322 10 facing upward to the
associ ated rotary table 367 under the 13%acuum suction fromthe vacuum
suction oggggngg gnOtishQ%%Q of the rotary table 367. The reorienting rol
364 is opposel 1o fHhe Guid¥ rdanSHErse \Jikeeiaani Gt ol Thebowdy t Abuid
reorienting roll 364 and opposed 15 to the press roll 369 |ying

i mredi at eF‘gsﬁEPGWtwb@ér (htisnganetkedcdogstvéewaitH Rhehgerenli Gath
direction in Fig . 3. During 1/2 rotation of the reorienting roll 364

around t hebaxpestwéda tHesumtdure r@li1de 352113603 2E0PRL dr Ly r 369 in
the direction G the rotary table 367 rof at eg around | Jéeg%g\%? xrioésilby 90 in

L 161 S IR 0 e I Sl s
ort hogonaébégrlgélﬁt %)gxlaae?}:G%%EOftct Eﬁe rggtgii:ierrr]&cin?sg inner sheet 304 of the
second web 352 by means of the hot melt adhesive agent 354 and
thereby to form a third web 373. In this third web 373, each
of the body fluid abszorbent members 202 is interposed between
each pair of the adjacent groups 320, 320 of the second elastic
10 members 317 spaced apart from each other by the relatively large
dimension C;. The vacuum suction from the rotary table 367 is
stopped when the assocciated body fluid absorbent member 302 is
joined to the second web 352.

The third web 373 is further fed in the second machine

15 direction B and subjected to a step of cutting out.
Specifically, substantially disc-shaped portions of the inner
and outer sheets 304, 305 placed upon each other are
successively cut out from th:_e third web 373 to form openings
374 between each pair of the adjacent groups 320, 320 of the

20 second elastic members 317 spaced apart from each cther by the
relatively small dimension C;. The third web 373 is then cut
between each pair of adjacent groups 320, 320 of the second

elastic members 317 spaced apart from each other by the
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roll 364 is reoriented so as to extend in parallel to the axis 2002-196080
-]15 364a, i.e., in the transverse direction C. The body fluid absorbent
menber 302 is squeezed together with the second web 352 between these two
rolls 364, 369 as the reorienting roll- 364 is opposed to the press rol
369 to join the body fluid 5 absorbent menber 302 to the coﬁﬂﬂgﬁﬂﬁﬁﬂinner
sheet 304 of the second web 352 by neans of the hot nelt adhesive agent
354 and thereby to forma third web 373. In this third web 373, each of
t he body fluid absorbent nmenbers 302 t%- interposed between each pair of

the adj ac ; 2Q.0f the second elastic 10 nenbers 317 spaced
apart fro%gﬁe'gg g%f& %efél%/lfhglﬁgpgtlﬂ?e@ I&F%‘éebfﬂi fensiemn cindiwédvatuum
suction fromatqgi_rot arg table 367 is stopped when the associ ated body
fluid absBPBERPAERLA/P30E0ch 95 hbe assembliesohds wb 862tolbedt byrd web
373 is further fed in the second machine 15 direction B and subjected to a

step of cb@ﬂgﬁgudﬂnallﬁpeoppbsatéy,eﬁﬂbstamgia&byrggﬁgnggggedtgor{hgns of
the inner and outer sheets 304, 305 placed upon each other are

cach pai oo her o LORRO BENE T 33 e P Y e o e ner s
317 s%ace&gpsaéém{d %1{:%%.%% 8tig'gézt9.¥nt§ eand transversely opposite side |
edges 311 extending in the direction ¢ orthogonal to the second
machine direction B. The side edges 311 are défined by the
bisected disc-shaped zones so as to describe circular arecs
curving inward, respectively.
_ 10 The assembly 376 may be provided in the vicinity of one
of the longitudinally opposite ends 312 with tape féstEne.-rs {not
shown) extending outward from the transversely opposite side

edges 311, respectively. The assembly 376 cobtained in this

manner corresponds to the diaper 1 of Fig. 1 in which the inner

15 sheet 4 and the ocuter sheet 5 are defined by the inner sheet
304 and the outer sheet. 305 in the assembly 376, respectively,
and the absorbent member 2 is defined by the body fluid absorbent
member 302. The tape fasteners 16 in Fig. 1 are defined by the
tape fasteners with which the assembly 376 may be provided.

20 The assembly 376 may be folded with the body fluid
absorbent member 302 inside in the transverse direction C, then
the inner and cuter sheets 304, 305 may be overlaid and joined

together in the vicinity of the transversely opposite side edges
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relatively small dinmension C2. The third web 373 is then cut between each
pair of adjacent groups 320, 320 of the second elastic nenbers 317 spaced
apart from each other by the 2002-196080 16 relatively snmall cU msion

C2 thereby to fo= indivi-dual assenbles 376. Each of the a ssen-LbLies
376 is contoured by longitudinally OPPosite ends 312 co-0@&sph¥iding to
the transversely opposite side edges 312 COntinuously extending in 5 the
second machi ne direction B and -transversely opposite side edges 311 '
extendlng in the direct-ion C or-thogonal to the second nachine

directionzBy T, LJ%?E g l.are defined by the bisected disc-shaped
zones so as foﬂ%e%:rl elglg’r %% ‘g?%‘apést%%mtﬁgtﬁ’ﬁﬁa‘ﬁwperéﬁeoﬁﬂmy. The
assenbl y %7% r@% be provi-ded -in the vicinity of one of the

| ongi t udi HarfyEopp&Este Ehgdnner shd putapesiiastedons 10 areshesr)ngxt endi ng

outward fromthe transversely opposite side edges 311, respectlvely The
assenbl y Byaiebing fde: iinnelri andnanter seesespoguls s tihe zdigapsr ]‘I'J?% Fig. |
in which the inner 15 sheet 4 and the outer shel--t 5 aré-define y the

I nner shesddy 3pTuendabRerpsher nahfel in.t ssenbly 376,, respectively,
o y t#’e %ﬁ??l’f"?ui #’al‘i’?%’ﬁ‘@nt‘?h%nber

and the absorbent nenber 2 is defined

302, ne RGN GBS0 ) f5 Gyd. 9T defined by the

With the process according to the invention for
continuously making the disposable diaper as has been described
above, a circumferential ﬂimension of the upper tool roll 361
may be set to be substantially equal to the body fluid absorbent

10 member 302 as measured in the f irst mac:hiﬁe direction A to
minimize a diameter of the upper tool roll 351, While the lower
tool roll 362 and the guide roll 363 may have respective
diameters smaller than the diameter of the upper toel roll 361,
it is preferred that these rolls 362, 363 have the diameters

15 substantially equal to the diameter of the uppex.‘; tool rell 361.
In view of the fact that the reorienfing roll 364 must have a
plurality of rotary tables 367 and these rotary tables 367 mast
rotate their own axes, this réorienting roll 364 usually has
a diameter as large as three to five times of the diameter of

20 the upper tool roll 361, It should be understood hers that the
present inventicn allows the diameters of the upper tool roll
361 and the lower tool roll 362 to be reduced independentiy of

the diameter of the reorienting roll 364 in order to f acilitate




tape fasteners with which the assenbly 376 nmay be provided. 20 The assenbly
376 may be folded with the body flu-id absorbent nmenber 302 inside in the
transverse d-irection C, then the inner and outer sheets 304, 305 may be
overlaid and joined together in the vicinity o f the transversy opposite s
ide edge s \2002-196080 -17- 311, respectively, to obtain 2H&-pES-type
di aper 101 of pig. 2. In this case, the inner and outer sheets 304, 305
are destined to define the inner and outer sheets 104, 105 in Fig. 2. The
body fluid absorbent menber 302 is destined to define the 5 absorbent

menber 10, iR+ El oV the process according to the invention for |
contir xuous?@tgﬁagﬁ:% galﬁ]}e&a F&ﬁE&B? eéb?%ﬁ)é’fo%'h%cbééﬁed@%@ﬁbbhadabove, a
ci rcunf ergg}%i al di nension of the upper tool roll 361 nay be set to be

subst ant i PPy EREIS ANl Bodpmpnptdngbebritese 10ldenbeFuBtReafior@asur ed
in the first machine direction Ato mnimze a dianeter of the upper tool

rol I 361. tiwiinvernel drowdrlousaher DbieB63f attk Het fungeaRLL 363208y, have
respective dianeters smaller than the dianeter of the upper toof roll 361,

!sLblsts aﬁ{ ie:glg? ;egqﬁgﬁbﬁg fg %g %ﬁ%%?%ol}éf%eé}?‘ _e"%gfeod?ifa%gé Ieé%éighmr"%l vi ew of
the f%c't élk&afaépb%f % %.-i %ﬂtiiﬂggrtr:ﬂ.l 3 4an@$‘l:ther;:-ae\l/:§r ?:-::: be flattened out
over the entire surface of the backsheet 322. Such the layer
cf the adhesive agent 354 is not only thin and flexibly
deformakle but alsc allows the body fluid absorbent member 302
to be bonded to the second web 352 over an area as large as
10 possible. The body fluid absorbent member 302 and the second
web 352 may be squeezed between the reorienting roll 364 and
the press koll 369 to press the layer of the hot melt adhesive
agent 354 applied on the body fluid absorbent member 302 to be
pressed against the seccond web 352. In this case, however, it
15 is apprehended that the hot melt adhesive agent 354 might adhere
to the continuous backsheet 322 of the body fluid absorbent
member 302 made of nonwoven fabric or plastic film and the
continuous inner sheet 304 of the second web 352. This
phenomencn makes it difficult to flatten out and thereby to thin
20  the layer of the hot melt adhesive agent 354.
The invention is not limited to the illustrated
embodiment and without departing from spirit and scope of the

invention it is pessible to attach the elastic members in a




plurality of rotary tables 367 and these rotary tables 367 nust rotate
their owm axes, this reorienting roll 364 usually has a dianeter as |arge
as three to five tinmes of the diameter of 20 the upper tool roll 361. It
shoul d be understood here that the present invention allows the diameters
of the upper tool roll 361 and the |ower tool roll 362 to B EHG8Ad

I ndependently of the dianmeter of the reorienting roll 364 in order to
facilitate 2002-196080 -18 - nmi ntenance and/or check of these rolls,
excharig of the blade 366, mountingnd/or demounting of these rolls.
Furt herno -dJwentalon . allqws the |ayer of the hot nelt adhesive
agent 35%E¥%t%§g%réets S0 SRR T et’%@“@a%?l V‘% iFstappehiper dbrerpion
surface of the guide roll 363 and thereby to be flattened out over the
entire sutfERENR Sie Bearsnheé: theofisukivetheé3dlay ePheoketbadadbpsiye agent
354 is not only thin and flexibly deformable but also allows the body

fluid absoapde rephbeedInp theowbd mmbgméﬂ%%%f@o?e%l%g{ an area
as |large as 10 possible. The body fluid absorbent nmenber 3 0 an cfhe

DPER0", ol PUSERAIRY oS pEra BULERSLIE B R Phbg B 808, 11
appli ad o dbes bl d il 4 aPsorhent fenber, 307, 10 be Pressed against the
direction A and the second machine direction B are iilustrated
iﬁ the accompanying diagram to be opposite to each other, it
is also possible to coincide these two mchine'dir_ections with
each other.
1{) The precess according to the present invention for making.
the disposable diaper is primarily characterized in that the
first web is cut between the upper and lower tool ralls to obtain
the individual bedy fluid absorbent members which are then
squeezed between the lower tool roll and the guide roll and then
13 fed onto the recrienting roll. Such a unique process allows
the diameters of the upper and lower tocl rolls to be reduced
in order to facilitate maintenance and check of these rolls as
well as exchange of thé parts. The layer of the hot melt
adhesive agent applied on the individual body fluid absorbent
20 member is pressed against the peripheral surface of the gquide
roll and thereby flatten out and thinned. The disposable diaper

cbtained according to this process is free from the

inconvenience that the hot melt adhesive agent layer might
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15 i s apprehended that the hot melt adhesive agent 354 m ght adhere to the
conti nuous backsheet 322 of the body fluid absorbent nenber 302 made of
nonwoven fabric or plastic filmand the continuous inner sheet 304 of the
second web 352. This phenonenon nmekes it difficult to flatten out and
thereby to thin 20 the layer of the hot nmelt adhesive agenZ®B5K96088e
invention is not limted to the illustrated enbodi nent and w t'hout
departing fromspirit and scope of the invention it is possible to attach
the elastic menbers in a 2002-196080 29 stretched state so as to extend in

the first i i L on qQ t.he side edges of the first web 351. The
" second meg@%@?k@ﬁh% gggi%B?égggkﬂffgﬁgsméﬁdﬁ3¥ﬁﬁﬁiBPdﬁéﬁW@#éH't%bmkc or
plastic filmhaving none of the first elastic nenbers 314 and the second 5
el astic nmenbers 317 bonded thereto. While the first machine direction A
and the second machine direction B are illustrated in the acconpanying
diagramto be opposite to each other, it is also possible to coincide
these two nachine directions with each other. 10 The process according to
the present invention for making the disposable diaper is primarily
characterized in that the first web is cut between the upper and | ower
tool rolls to obtain




t he individual body fluid absorbent nenbers which are then squeezed
between the I ower tool roll and the guide roll and then 15 fed onto the
reorienting roll. Such a unique process allows the dianeters of the upper
and lower tool rolls to be reduced in order to facilitate mai ntenance and
check of these rolls as well as exchange of the parts . Th&lGZalA808@f t he
hot - nelt adhesive agent applied on the individual body fluid absorbent
20 nenber is pressed agai nst the peripheral surface of the guide roll and
thereby flatten out and thinned. The dlsposabl e di aper obtained according
to this process is free fromthe _inconveni ence that the hot nelt adhesive
agent |ayer might 2002-196080 -20°rkshif ¥rSa feeling of stiffness and
beconme undesirably thick. 2002-196080 -21 CL Al MS 1. A process for
continuously mnaki ng di sposabl e di apers generally conprising the Steps of
coating an outer surface of 5 a first cover sheet of a first web including

2 st mchi ne. G roce, on and g rat Y oA e sl (P
absor bentgeRhi118) cfhr!iMiflP RRISPELYESP RSS! WA SWEL surface of
5 a first cover sheet of a first web including said first
continuous cover sheet, a second continuous cover sheet fed in
& first machine direction and a plurality of blocks made of body
fluid absorbent material and interposed between these two cover
sheets and arranged intermittently in =said first machine
10 direction with an adhesive agent, cutting said first web in a
transverse direction crthogonal to said first machine direction
between respective pairs of adjacent =aid blﬁcks to obtain
individual absorbent members, reorienting said individual
absorbent members from said first machine direction to said
15 transverse direction and bonding said individual absorbent
members to a fecond web comprising a continucus sheet fed in
a gecond machine direction orthogonal to said transverse
.direction so that at least a pair of each Df.said individual
absorbent members constitutes a crotch region of said diaper
20 and at least a part of said second web constitutes a waist region
of said diaper, said process being characterized in that:

an adhesive agent is a hot melt adhesive agent; and

said first web coated with an hot melt adhesive agent is
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sheets and arranged intermttently in said first machine 10 direction with
an adhesi ve agent, cutting said first web in a transverse direction
orthogonal to s a id. first machine direct ion between respective pairs of
adj acent said blocks to obtain individual absorbent nmenbers, reorienting
sai d Individual absorbent members from said first machine aP9%E9608A to
said 15 transverse direction and bondi ng said -individual absorbent

menbers to a second web conprising a cgntinuous sheet fed in a second
machi ne direction orthogonal to said t¥ansverse direction so that at |east

a pair of geagBdobesabdni Ndhyld bsorgen mepbers constitutes a crotch
regi on of said di aper %0 ghékagﬁ#egg?aﬁ 3?% B?f£5a5¥ﬁegéé6ﬁdlne%ald
constitut@§a ¥@£st. regioon qf said diaper, said process being

charact er T 28 T R- TRAET YHREsPIE2bERhtta eaghhothae) tsaidh€sicge wgent | and
said first web coated with an hot nelt adhesive agent is 2002-196080 -22. -
gui ded bet$ert Bpgdieamacildwcretosin nelshecvivengh 1s idE aaifcehballsyer se
direction in parallel to each other, said first web is cut ﬁy these rolls
bet ween rizbpekcs i te RS0l sadiaGeRd Sd L1 obtain said individual
absorbent menbers, said 5 absorbent nE%%QquggégfgéﬁthI et i sai d

| over st oddbdcttent inBedd dfe"Hdn GX4EAY D L34 Lhansver se direction in

and a guide roll extend;ng in said transverse direction in
parallel to each other with a hot melt adhesive agent on said
first cover sheet pressed against a peripheral surface of said
guide roll, then said individual absorbent members are
10 transferred fromsaid guide roll to a reorienting roll extending
in parallel to said guide roll with said second cover sheet
placed against a peripheral surface of gsaid reorienting roll,
said individual absorbent members are successively reoriented
from said first machine direction to =aid transverse direction
15 on said reorienting roll and then said individual absorbent
members are fed onto said second web and bonded o said second

web by means of a hot melt adhesive agent.

2. The process according to Claim 1 : Wherein said peripheral
20 surface of said quide roll is adapted to be

temperature-adjustable.

3. The process according to Claim 1 or 2, wherein diameters




parallel to each other with a hot nelt adhesive agent on said first cover
sheet pressed agai nst a peripheral surface of said guide roll, then said

i ndi vi dual absorbent nmenbers are 10 transferred fromsaid guide roll to a
reorienting roll extending in parallel to said guide roll 2¢¢£Hﬁﬁhg second
cover sheet placed against a peripheral surface of said re entl roll,
sai d individual absorbent nenbers are successively reoriented fromsaid
first machine direction to said transverse direction 15 on said reorienting
rol| and then said individual absorber® - nmenbers are fed onto said second

web and b . ' y ns of _a.hot |.t .adhesi ye, agent.
2. The pr%gg%%%ﬁfﬁégfg%gﬁgﬁ? ﬁ%i%esﬁué’s &N 2l eqﬁﬁxsﬁ?f ace of
said guide roll is adapted to be _tenperature-adjustable. 3. The process
accor di ngSReRCPENRT 128 Smahher oi-hani Bhek Pt 284d- 1esuient ing ﬁ@lﬁaid upper
and lower tool rolls are substantially equal to each other and snaller

than that of said reorienting roll.




