METHOD FOR MANUFACTURI NG ABSORBENT ARTI CLES AND A DEVI CE FOR MANUFACTURI NG
ABSORBENT ARTI CLES TECHNI CAL FI ELD The present invention relates to a

met hod for manufacturing absorbent articles and a device for nanufacturing
absorbent articles, a respective absorbent articles provided with a
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absorber main body i rTMANUFASTURINGABSORBENP ARTEHESLESd t he back sheet.
BACKGROUND ART In general, in open-type diapers, there is need to provide a

side flap (overhang part) overhanging from an absorber main body to the
outside in order to facilitate wearing on a wearer's body. Wiile there is
knGTBCHNIOALNBIELD , in order to provide the side flap, overhanging a side
panel nenber to the outside of the absorber nmain body and then enploying a
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‘'main body (2) The step of fabricating a substantially
trapezoi dal side flap sheet by neans of a strip-shaped sheet. (3)The step
of BNCKGROUND IARTsi de fl ap sheep to bilateral circunferential ends of the
strip-shaped di aper main body. (4) The step of cutting the strip-shaped
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4- grecababsorber main body to the outside in order to facilitate wearing on a wearer’s body.

While there is known a method of, in order to provide the side flap, overhanging a side panel member
to the outside of the absorber main body and then employing a portion left by trimming as a side flap,
this method has entailed a problem that a plenty of wasteful materials are produced due to the
trimming.

As a measure to solve this problem, there is known a method for manufacturing diapers, described in
Patent Document 1. The method for manufacturing diapers has the following steps.

(1) The step of fabricating a strip-shaped diaper main body

(2) The step of fabricating a substantially trapezoidal side flap sheet by means of a strip-shaped
sheet.

(3)The step of attaching the side flap sheep to bilateral circumferential ends of the strip-shaped
diaper main body.

(4) The step of cutting the strip-shaped diaper main body together with the side flap sheet in
predetermined dimensions.
Patent Document 1: Japanese Patent Application Laid-open No. 4-261655

SUMMARY OF THE INVENTION
However, in the manufacturing steps of the open-type diaper described above, the side flap should
be attached on preditermeined portion on bilateral end sides of the strip-shaped diaper main body,

while positioning the side flap precisely.

Moreover, in the manufacturing steps of the open-type diaper described above, since the side flap

1



SUMVARY OF THE | NVENTI ON However, in the manufacturing steps of the
open-type di aper described above, the side flap should be attached on

prediternei ned portion on bilateral end sides of .the strip-s ed di aper
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conpli cated may arise, when the positions of the side flaps in the MD
direction (conveyance direction) of the main body line to be transversely
coiTheiptilesdnt invehticreleds mddmanadelinerigw eftbatabbre-dpsdridad pasbldracandraies torprovidwaof

A o S S e L L L

. ice for urrn S ar. S,, Whi ch
2 Sl ATEIBPERIS SF BRRRITRLATSGOHEENT ehie Blgte aUssd Py e B3t BBPORIaReT Fider
t hdlapparsi ndt encidenbwitteeddhagiberdn ¢thenllD disction dithe nvdin hodwlide, etitheut need the MD
di reRgdlbyadvaihce Bentfdi n body line, wthout need to enploy advance control. A
characteristic of the present invention is directed to a nmethod for
manuf act uri ng absorbent articles, respective absorbent articles provided
wi trcharagteyistia optherpsessnd inveptiaris gtrectad 1te g umethedvise Mmasgfaciuringabssrsst artigles, an
absespeetivarabsortierd yrtihisqitovided Wwitle b igsidhehebusienop Sitedt aliieRhpaiéablendike k
shegt %Eﬁfaﬁfﬁggﬁﬂef;@mt& ’\‘,\%icrﬁ@ gﬂ?&%@&@ﬁ%e%ﬁr{#ffoﬁdéh%féﬁ& {h%rba%kg.ﬂeé?{n 'n
a coniin Oéls Oﬁé of "an € o%ga ed Tlap to be contlnuously conveyed, on a
f|§%e|mﬁ59 BPERBYNG: ANeRNFRgEMERt MREIPEEHISP ORI SteR AT Hba RRHIONS ROHY ObARdt her
onelangateddlapde be contireuslygooveyedtorbmfldp kne] dsposing kagagemhent rhémbettsalddoh al ong

£ SaneexAgagediit shop e orclBBingd rediof Bk NIARSNS 58 Senidl indXBKERS
a1 dtpect rvedaitsnitepon oot AfbpdrEand iR ShhgA ep e PAENBATER Bhd a
f | gptiiop $ppeantinoeusshedy oftthe Bap linecalongd adisedtionanyssaty the ceneygace diragionrdfdine

ar g |li@e;tahdbﬁlafmﬂird°sﬂ'@u%ltep sfodry 8 :eftirbus bday bf #9eibnbated abdbibirasarftlettb®efl | ap
Tl

j Yax _ f 96l
oo SnBEael Soded drd afodink Bpdbin R Habal & preuctffifed it 3o that a

bi [cgpterine '%Whe@ A@BE agronvaancsstirerirsLE the BpinphodyHimer whgrelt ©nithe farlifick to a
cehilatetdl aed sidde of thkeexonthweug bolig of theviapane éldbd feadkitom aehterlires §itla fakenratongAs

desid thRayat@V@rechbr bf the iBS figd for manufacturing absorbent articles,

according'to the present i1nvention, there can be provided a nethod for
manuf act uri ngb absorbent articles, which is capabl e of preventing an
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[Fig. 2] Fig. 2 is a plan view of an absorbent article according to

Enbodi ment 1-1 of thepgpie gg%éﬁwpéwlzgiﬁ_ﬁ BRAWINGS- 3 is a plan view

subsequent to unfol ding the absorbent ar e according to Enbodi nent 1-1
of the present invention. . _
[Fig. 1] Fig. 1 is a view for explaining a method for manufacturing absorbent articles, according to

Embodiment 1-1 of the present invention.

[Fig. 2] Fig. 2 is a plan view of an absorbent article according to Embodiment 1-1 of the present
invention.

[Fig. 3] Fig. 3 is a plan view subsequent to unfolding the absorbent article according to Embodiment
1-1 of the present invention.

[Fig. 4] Fig. 4(a) and Fig. 4(b) are views for explaining a method for manufacturing absorbent
articles, according to Exemplary Modification 1 of Embodiment 1-1 of the present invention.

[Fig. 5] Fig. 5(a) and Fig. 5(b) are sectional views of a flap in a state in which the absorbent article
according to Exemplary Modification 1 of Embodiment 1-1 of the present invention is not unfolded.
[Fig. 6] Fig. 6 is a plan view subsequent to unfolding the absorbent article according to Exemplary
Modification 1 of Embodiment 1-1 of the present invention.
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[Fig. 41 Fig. 4(a) and Fig. 4(b) are views for explaining a nethod for
rranuf acturi ng absorbent articles, according to Exenplary Modifi cati on 1 of
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[Fig. 17] Fig. 17 is a developed plan view of the absorbent article according to Embodiment 2-2 of
the present invention.
[Fig. 18] Fig. 18 is a view for explaining a method for manufacturing absorbent articles, according to
Embodiment 2-2 of the present invention.
[Fig. 19] Fig. 19 is a perspective view showing an engagement member disposition mechanism
1210 according to Embodiment 2-3 of the present invention.
[Fig. 20] Fig. 20 is a perspective view showing an end side folding-back mechanism 1220
according to Embodiment 2-3 of the present invention.
[Fig. 21] Fig. 21 is a perspective view showing a cutting disposition mechanism 1230 according to
Embodiment 2-3 of the present invention.
[Fig. 22] Fig. 22 is a perspective view showing a cutting disposition mechanism 1250 according
Exemplary Modification of Embodiment 2-3 of the present invention.
[Fig. 23] Fig. 23 is a view for explaining a method for manufacturing absorbent articles, according to
Embodiment 3-1 of the present invention.
[Fig. 24] Fig. 24(a) and Fig. 24(b) are views for explaining a flat joint step in the method for
manufacturing absorbent articles, according to Embodiment 3-1 of the present invention.
[Fig. 25] Fig. 25 is a view for explaining a method for manufacturing absorbent articles, according to
Exemplary Modification 1 of Embodiment 3-1 of the present invention.
[Fig. 26] Fig. 26 is a view for explaining a method for manufacturing absorbent articles, according to
Exemplary Modification 2 of Embodiment 3-1 of the present invention.
[Fig. 27] Fig. 27 is a view for explaining a method for manufacturing absorbent articles, according to
Exemplary Modification 3 of Embodiment 3-1 of the present invention.
[Fig. 28] Fig. 28 is a view for explaining a method for manufacturing absorbent articles, according to
Exemplary Modification 4 of Embodiment 3-1 of the present invention.
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[Fig. 17] Fig. 17 is a devel oped plan view of the absorbent article
according to Enbodi nent 2-2 of the present invention. [Fig. 18] Fig. 18 is
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pr mﬁ%fe}éhﬁg?é{mra&,ﬁgg: 28] Fig. 28 is a view for explaining a nethod for
manuf act uri ng absorbent articles, according to Exenplary Mdification 4 of

Enbodi nent 3-1 of the present invention.
[First Embodiment]

(Embodiment 1-1)
A method for manufacturing absorbent articles, according to Embodiment 1-1 of the present invention,
will be described with reference to Fig. 1 to Fig. 3.

The method for manufacturing absorbent articles, according to Embodiment 1-1 of the present
invention, is capable of manufacturing absorbent articles (see Fig. 2 and Fig. 3), a respective
absorbent articles  provided with a liquid-permeable top sheet 12b, a liquid-impermeable back sheet
12a, and an absorber main body 10 which is interposed between the top sheet 12b and the back
sheet 12a.

Fig. 2 is a view showing a state in which engagement members 30a, 30b are engagingly stopped
and then temporarily stopped at a main body of a flap 20 in an open-type diaper which is
manufactured by the method for manufacturing absorbent articles, according to the embodiment.

Fig. 3 is a view showing a state in which the engagement members 30a, 30b are disengaged from
the main body of the flap 20 and then the flap 20 is open in the open-type diaper which is
manufactured by the method for manufacturing absorbent articles, according to the embodiment.

Hereinafter, the method for manufacturing absorbent articles, according to the embodiment, will be
described with reference to Fig. 1.

First, the steps to be performed on a flap line on which a flap 20 provided in an absorbent article is
conveyed will be described.

In step S11, in a continuous body 120 of an elongated flap to be continuously conveyed on the flap
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[Fig. 29] Fig. 29 is a view for explaining a nethod for manufacturing
absor bent articles, accordi ng to Exenplary Modification 5 of Enbodi nent 3-1
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absorbent articles (see a respective absorbent articles
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gﬁgaﬁo{;{he aPr&Pﬂt'%{?H§b8 Iap 20 in an open-type diaper which is

manuf actured by the nmethod for manufacturing absorbent articles, according
t o) AgditfsH RPbrBMb prevent a circumstance that the flap continuous body 120 turns up at the time
of conveyance, the engagement members 30a, 30b are temporarily stopped by being engagingly
stopped at the flap continuous body 120. Further, temporary stoppage may be performed by applying
emboss processing or the like to fold-back portions 50a, 50b formed by allowing the bilateral end
sides 40a, 40b of the flap 20 to be folded back and then allowing the flap 20 to be superimposed.

In step S13, on the flap line, the flaps 20 is formed by cutting the flap continuous body 120 at a
predetermined length interval along a direction (CD direction) crossing in.the MD direction of the flap
line.

Secondly, the steps to be performed on a main body line on which a continuous body 110 of an
absorbent article is to be conveyed will be described.

In step S21, a pulp sheet is ground by means of a grinding mechanism to thereby generate a ground
pulp, and when the ground pulp passes through a pulp supply duct, a highly-absorbent polymer
(SAP) is mixed in.

Afterwards, a mixture of the ground pulp supplied from the pulp supply duct and the highly-absorbent
polymer is l[aminated in a predetermined shape by means of a lamination drum, thereby molding
absorber cores 1.

In step S22, on a sheet-like tissue 2a to be continuously conveyed in the MD direction of the main
body line, the absorber cores 1 are placed at a predetermined length interval in the MD direction of
the main body line MD.
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With the method for manufacturing absorbent articles, according to Embodiment 1-1 of the present
invention described above, an occurrence of a failure caused by the fact that positions of side flaps in
the MD direction of the main body line are not transversely coincident with each other can be
prevented without need to employ advanced control.

Specifically, with the method for manufacturing absorbent articles, according to Embodiment 1-1 of
the present invention, the flap 20 having its shape integrated to configure left and right side flaps is
disposed on the continuous body 110 of the absorbent article, thus enabling the positions of the side
flaps in the MD direction of the main body line to be transversely coincident with each other.

In addition, with the method for manufacturing absorbent articles, according to Embodiment 1-1 of
the present invention, a portion other than the bilateral end sides 40a, 40b of the flap 20 can be
employed as a region of joining with the continuous body 100 of the absorbent article. This makes it
possible to strongly maintain a joint strength between the flap 20 and the continuous body 110 of the
absorbent article and eliminate a failure that a thermoplastic resin produced in a case where the joint
region is small lies off.



In step S21, a pulp sheet is ground by neans of a grinding nechanismto

t hereby generate a ground pul p, and when the ground pul p passes through a

pul p supply duct, a highly-absorbent polymer (SAP) is mxed in. Afterwards,
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<1 i385 i e ot anlieR PG a0 5 B Scsaid o ORTPRL ST i BDEged |

t hmkum ep@bsoiveot artitle hawing obe ¢yirlof side flapg overbanging &omidbe agsebpemaimposed
ONbbEcANBE hranUfeRtUré @ dtBod deirHlibldied a oraint SRR futirds | nper meabl e)
12a to be continuously conveyed in the MD direction of the main body line
(éOI ned after bei nsg superinposed under the sheet-like tissue 2a. In step
xenmanyViedificalipr d) 3 formed by another nenber is attached at a respective

OnA reéthed fdrimearhifha@dringedbserténs bdieles ddcodrdirpROE asnplaBi ModifiehtiohOl, ofal ong t he MD

f | dy 110 of
th oty H;?so Seilenidioun &5y ol nﬁgéJ%{e%e?‘P 'Bé (high: &4 fﬁeyma. 0
Hlpraineli ton ot Tost Op o Blariting AbseTbanTicles, A9PQitLd

I en@ﬂhb pr&*ﬁteaat instentim, wiilate detserlbeﬂ]toeuslnglen@lﬁesenmbénmnaﬂm"rgembd fovDnanufacturing of
thabémb@ntmbreé 'aB&ardrﬁ@‘?&EHb%irﬁé’nt 1th8fthé®r=és%9t fnQERfRe. 1 N step S13 on the

lap line is joined means of a thernoplastic resin on the continuous
body 110 of the absorbent article. Here, the thernoplastic resin may be
appViihdbie method fosnanutastiripg elserbeet aticlen @crpingio Rxemmiary Medifirsiipadt instepsi n
rrame,auapmu bed skies anh y4 bastta flab doheinlmaelbodiy deoeie presuppeedat belibidst ®RCIE R,

ned on the continuous body 110 of the absorbent
‘:ﬂﬁ%é nglﬁgBthdwé’é

an enboss roller or ultrasonic therno conpression
bondlng and the like. In step 526, on the nmain body line, the continuous
bofyr axetnmé, ashehomimsio Aige di(a)aint step 8125if bilsterat erad gidesiét & r4tibnafdhé 8ay tontinuoesv al

:Ibgor l%tfa@@o|bba%aa£ M;g?ﬁrwrgh qmé érﬁ Remdaht Hmemfemw% b’;egg r?{FBHféfd Hng
o8t phay i de Tpensie) el %@as?mgn? eibees diaisdh & 0%* fdagingl;Sloppéd
post thediap centiryaus Hodxj20i Acedidinglp these bilateral end sides an4 o tmay! hentenpasarilyt

t r sfopped S the CRipnedritid0busvibolly EFTh bpthesns ah dieepboesnbist v LikeebniBe@erhe
e AYreRE%ARERGING ARk R ke

In addition, as shown in Fig. 4(b), in step S12, if bilateral end sides 41a, 41b of the flap continuous
body 120 are folded back three times on the flap line, the engagement members 31, 31b are oriented
downward as shown in Fig. 5(b). Therefore, the engagement members 31a, 31b can be engagingly
stopped at the flap continuous body 120. Even in this case, the bilateral end sides 41a, 41b may be
temporarily stopped at the flap continuous body 120 by means of an emboss roller or ultrasonic
thermo compression bonding and the like.

Fig. 6 shows a view subsequent to unfolding an absorbent article manufactured in a case where the
bilateral end sides 41a, 41b of the flap continuous body 120 are folded back twice on the flap line in
step S12. Fig. 7 shows a view subsequent to unfolding an absorbent article manufactured in a case
where bilateral end sides 41a, 41b of the flap continuous body 120 are folded back three times.

With the method for manufacturing absorbent articles, according to Exemplary Modification 1, a
length of a flap 20 in the CD direction of the main body line can be well allocated in comparison with
that of an absorber main body 10 in the CD direction of the main body line.
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Specifically, with the nethod for manufacturing absorbent articles,
according to Enbodiment 1-1 of the present invention, the flap 20 having
its shape integrated to configure left and right side flaps is disposed on
t he_continuous body 110 of the absorbent article, thus enabling the
poskExeroplerydylodifieation@ fl aps in the MD direction of the main body line to be

tr nsvethee! for cianafagriihg Wabdbre@eth aficke! - adcBrdasifli tbi Erempldnp MbeifisBidiP D f &

rese@wétf;ﬁa%tt%%eém%ténn%tt%u R e e A
t h@q theg Ozoneaﬁattem&wpbww s, @gwﬁmsftoj Estemmigyy Wledifieatien c?oﬁt theureseMody
10nwehtiom evilabs aeberittedafddusing. oanlffsrelmaéseﬁrom theasethodefot masiufaphging atsorbentn a

j Olgpfclet 58&&&@@&&% Binde 114 anhée B lf't\%htﬁﬂnt' nuous body 110 of the
absorbent artictle and elininate a ure that a thernoplastic resin
produced in a case where the joint regl onis small lies off. Further, with
t h&iraktheogiepoio hesprrfoaned onreflapdinemilbbe desaribetles, accordi ng to Enbodi ment

1 1 of the present |nvent|on t he foId back portions 50a, 50b formed by

itﬁteﬁ%@B%ﬁmﬁatr% ot e eat e T e At ok PR B M o
ome@g@@@n@ratﬁnerﬁb@fesﬂm wmph@antbﬁ@nsgeeﬂ withanather enesin alweﬁlemmd region

posse bispodenl girevtesitied ofantargerine duskearcalengiteyNDatreetion dfiehaBap limedy | i ne.
Wth the nethod for manufacturi ng absorbent articles, according to

E odi t 1-1 of e invention, an absorbent article havi ng one
*ﬁgé]tvaéttnﬁﬁ@awf%igamd 20, BeDHRORR BRI AiEI R 2 oeh Ste-fispRSed ot a
narpté(mtemrmﬂ fehgthantervakatrigptis sidge ota proxanal cegiom af the centepinedli takeheddng ths.
(Ewgh@é%nlwmé‘ﬂacbahbon 1) A method for manufacturing absorbent articles,
according to Exenplary Mdification 1 of Enbodi nent 1-1 of the pr esent
invention, will be described with reference to Fig. 4 to Fig
HelreBteafY18s on thedlapdingollatesel endrsidescdda: #alg oaﬁedtabawtlmqusmooy 12@(&5@ felfled to
Ex &apk & the M dfiieatdraerlide Of Spésfidalie 2€Rhown resédtioRal wew B-Beod esclidpiete,

L?t“b?*%tmeg%;gf i L SPAST I B LR RIS o SRRAIGTOUL O ARSranh,

meCABNUCY cturing absorbent articles, according to Exenplary
Modification 1, in step S12, bilateral end si des 4la, 41b of a flap

Co'i‘ﬁ !a@c!tﬁ’étﬁ lrpéh@lér tb?p?e\?’érﬁ aWr@ﬁM@ﬁ%@ﬁta& t?tebﬂ%t fdi‘:'nﬁﬁt%tﬁad‘dﬁ 0I'QOatUIfrtls at'tﬁ‘@tlﬁ‘te

D) B Eaiiyatte, Killisen SipraigRaybe n%ﬁqm%aﬁpw&ﬁ@ Sitprosstid o s ele
baMdtbaplébO@ﬂnﬁﬁ%aﬁQb[@fthet@P Zhgagenent nenmbers 3la, 31b are oriented
upward as shown in Fig. 5(a). Therefore, the engagenent nenbers 3la, 31b

canngk *zﬁgg\g gtétgéﬂ inkasastagh herihap ﬁ?ﬂstt'oHHé’&'ﬁtltHQ‘ﬂ%%%aﬁhdu@%%:pﬁgW?by
comwm @aaeewenf? Ny e i8R sentOKR bBRK 323 tq bF Fides,ntditwp seshans Aeng e

compntesmiedh bondi ng and the like. In addition, as shown in Fig. 4(b), in
step S12, if bilateral end sides 4la, 41lb of the flap continuous body 120

f .ol hree he flap ers 31,

5 Lo 5% BRERER, b TR B ek B D S o RPBAGTBRY TR S 2L
rremﬁteiermmd lgngth cﬂatarvalealemgﬁ@ dirgrijors (Ch gieertian) emesing ipthe A idiraetion ¢fdbly 120.
Evélap lime.t hi s case, the bilateral end sides 4la, 41b may be tenporarily
stopped at the flap continuous body 120 by neans of an enboss roller or
uI aso t her no, conpr essi on bondlng and the like. Fig. 6 shows a view

of nempt kady gnarplie 15 IFemU farned IneSter S0 20(t0 e live Baw e wher o
t heremcalaitlavenedethté ﬂsapckeplneﬁaqn thé lcontinuolie bbtya 1@ oftherabsorbehbatyiclé 2y rmean b ded
baghertidprstiorsihe flap line in step S12. Fig. 7 shows a view subsequent to
unfol ding an absorbent article manufactured in a case where bilateral end
sides 4l1la, 41b of the flap continuous body 120 are fol ded back three tines.
W (Bmbadimest h@d for manufacturing absorbent articles, according to

Ex ¢vant, @rdEVIhhdbrmemfa@tUnri? algsdrieerdt taftions, agcdrting 18 Emtsodirenta? & tegiregentof t he
rm'lnéleﬁf?%y V\Jil E@dgflﬁbg@ﬁﬁ refe?eltnCQQ@F@d?to‘F ﬁrPaTFHegdatlllc\@'fopmtaH@fracf?fnnﬁn absor ber
abso

tartloles iS prowded wnth an engagement member dlsposmon mechanism 210; an end side
folding-back mechanism 220; and a cutting disposition mechanism 230.
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(Exenplary Mdification 2) A nethod for manufacturing absorbent articles,
according to Exenplary Mdification 2 of Enbodi nent 1-1 of the present
invention, will be described with reference to Fig. 8. Hereinafter, the
met hod for manufacturi ng absorbent articles, according to Exenpl ar
Moffirst; thetengagement maembpr diseegitidnineehaniam &il 0 pReeasdingde Emmmhmedcn‘ﬁz iohteon

dl bfeeaniaesntion o bétaeémnoeedwthcréfemeft@memmm bEigr 9@nd parfspeetivesviedccor di ng
oIl bR LSS s B GRRAL IS

bo&SﬁSS:‘Eb'”Yﬁ” I9R- el ongat ed flap continuously conveyed on the flap line,

engagenent nenbers 32a, 32b which can be engaged with another one in a

pr %Q%ES HWF@ H&H Qﬂaﬁ‘ﬁ é‘t ed)%&/ @r%ﬂ)i cﬁarﬁﬁﬂ&f‘iﬂaézﬂﬁé@ LekEH
| 3

contingbiie Bl r“ﬂ%‘i‘%’fﬁ%ﬁ@@éﬁa Hteét@ﬁeé sl o0BIBMEBLTEMOSE

pr ddeoemn medhardsty 211 Oidispeseaéngegebwnh meintess Bda aBQbr\mlmclnraan begngagerd wtthe
ceahethbrme fr d S bl@éﬁteﬁhi‘h@@ réd) n@n gtlmdr@ érﬁséd.menpthé dg Leﬁilent mo berigo8ifiosL2, 1(2)3
Bkl 20ihds 85 BhSheefHehs TSert o A Bl b2 ﬁé\,ﬂﬂﬁﬁ R
seeontbwars bed1Z.B' , on the flap line, bilateral end si des 42a, 42b of the
flap continuous body 120 are folded back upside of the flap continuous body

129 'nﬂg éﬁé%%it %&c%d%%ftnoh%ﬁ; i 28] %'r@&%lﬁ;ﬁ&@rﬂﬁﬁsetd*ﬁtat ef bile roller
&l

con pag
@'B\é’?f {2 53%@“9 SF% WR?%%&PH@'?%%E '?%%/robﬁtfg‘g

porctllieom;Z 5d thés2bnsiér roter Fi3aptaiOabdut astupporBs Rl (reot slenwam)atdseebmvw

(perforated tear-off line) 42 is forned in the flap continuous body 120 in

ced ip DRES e SR LR b pladeR 2 PR ARG sind e sy orias Shgastifey
i s mesnbase Asircaterential valecky &) efdhe Lppeiadrmyien2t iasubstapiiaiy eopakPsed

| esgéumferdntiaMaliooity Vg of the IeivéasiadeorliéCD i rection) crossing in the MD
direction of the flap line. In step 825 of the main body line, after the

iy e ot Nee b one Bomn s Sl 1 sl RN TS,
meatwbith éhet ¢oertimoglsasadycl 40exfitwo e(gademantemember)is digoptied fo thevower blade roller
”HQH@ B? a8 @f 8kFios thlgf:g% gta&/brﬁ TR elﬂftﬁ'rhfaﬁént@l | '(\Vf%t this l?pp%fr bldag rBfegsent
woerbls ShsaRliay e PR OB B vRIcoly [V PEeiconiivtiss dai 2R thtan ks nent
rremetmuaud)oo@n\tay@d byrectitvaireliar gy shawn goakigroativety, ii S*@Neretban tRECORIYE¥RNGE20;

andelacigy) dfohelflgpesithuoms beghert. sm 230. First, the engagement member
di sposition mechanl sm 210 accordi ng to Enbodi ment 1-2 of the present

i nvention wll described with reference to the draw ngs. %

pe F”é‘ﬁ ENETPERAG; r@U@r% e gwe Red @H’é’&@ S Weﬁj‘i‘gop%\tﬁ‘qt (‘M‘hr@% l?ﬁ’?§ 1%1 %0

ac trerebyngutting deodrdiducenbody 4 0df thdengageseartt memisersi Aplurality of adsorption holes
212B for adsorbing the continuous body 140 of the engagement members are formed at the lower
blade roller 212. The lower blade roller 212 rotates in an inversed orientation relative to the upper
blade roller 211. The circumferential velocity (V) of the lower blade roller 212 is substantially equal to

the circumferential velocity (V1) of the upper blade roller 211, as described above.

The transfer roller 213 transfers (attaches), onto the flap continuous body 120, the engagement
members 30a, 30b cut by means of the upper blade roller 211 and the lower blade roller 212,
between the transfer roller and the lower blade roller 212.

A circumferential velocity (Vs) of the transfer roller 213 is substantially equal to the conveyance
velocity (Vs) of the flap continuous body 120. That is, the circumferential velocity (Vs) of the transfer
roller 213 is substantially equal to the circumferential velocity (V) of the upper blade roller 211 and
the circumferential velocity (V) of the lower blade roller 212, a respective one of which is described
above, or alternatively, is faster than the circumferential velocity (V1) of the upper blade roller 211 and
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As shown in Fig. 9, on a flap line (step 11 described above), in the flap
contl nuous body 120, at both sides of the centerline C taken along the MD

f h mber di iti hani 210
ai catsestoat Heke el Biee e BB A 2Can be engaged wi i anot her  one

|n a predeterm ned region. In the enbodi nent, the engagenent nenber
di sesibhicdd sircbRiigstack echapRASL220 §¢Wﬁgﬁfl£mﬂfeﬂh%rﬁ 1306, thé Peesait bi | at er al

enﬂw@hﬁﬁwﬂ%@ de%gﬁoe%fw@?%ferw& ﬁ)(}ﬁ% P ’% tl’-@ﬁ() e&%cggyggﬁgg% 6{9@{“ fger
21@” gidedoleinghagg erechanism %Zi)zaCCQFﬂinga Otl.-?ra Qdiment §12| rtheza gsentiBveiligr bl ade

roller 211, the lower blade roller 212, and the transfer roller 213 rotate

ag%fshew@wpgrﬁ%?;é% d(sra%tfolam VUé)ck nﬁé‘cﬁ?ﬁi&ﬁiéﬁj% sU&%kB Fal BhadRriesAober 211
Aok pbine BRcpaticus ity 170 lads r{hﬁ‘ie'g?f?%@ oy HQNP&F e he

sufisp bime.i al |y equal to a C|rcum‘erent|al velocity (V2) of the |ower bl ade
roIIer 212 In addition, the circunferential velocity (Vi) of the upper

od S £ S ot %&&iﬁ%ﬁp'ﬂ%@eﬁﬁf@ﬁ%ﬁ? ?fff%t'?*@% e ol f) e

2120wyﬁ@@m@"@rr2%2 arfeldeutcentes pay Ad1, agf @gilide rof friasgerianeteroliee?

( \ftﬁe wnveVrmceppHﬁr 22Pasied thelguiie rdlidr 228 retaltlsalaasut laadubponeqhaft (Hod saowopveyance
&g v4) of the continuous body 120 of the flap that is continuously

con yed y a drive roller (not shown), or alternatively, is slower than

t he conveyance velocity (V4) of the flap continuous body 120. The | ower

bl dte largéldametdorobers22vapniesdniol cadisst @it A oghiralregiond20Cmif thes thap eattinubus t he

bl adey 123 %sb@%ﬁ@fc&‘t@rﬁﬁé‘g r&hEPhbh MobititdardhdlddePiod, BObE HHAIRER Rets up

Sy i R TP AU SR AL PR Ry, con | v

212 The | ower blade roller 212 rotates in an inversed orientation relative
t oThbeo hcé) tade22Dtdreiey? thk flaphentihlictisricelyer2Oiimb substaniidlly Hofixornthl dthte.

vl Einel ”%@iqﬁ%ﬁer'ﬂﬁ%?% pfieb 155D cdfinhiss Gody A B cBRlRd n o
tréHgsf ti XSFP@O”H§ EC ansfers (attaches), onto the fl ap continuous body
120, the engagenent nenbers 30a, 30b cut by neans of the upper blade roller

213rhé$<9ldéd1%ehe%ér ﬁ@%.ﬁ@é 'fcﬂ‘di bé’éle oé?tﬁin“tﬁk‘éh 41BRg iHeﬂﬂE)fcﬁfecﬁéﬂ bfsthemaa nh@e

|
o4 ep i L83t o) G-AgUE]BLETE MR S U Bl e
f | dsediontal hediap Ip@dqndllwrowdﬁ@t Inisgbstanfally |Pﬁtajﬁi‘f@ﬂ|@31t3¢fﬁml19@$ b@dy ¥2Q 9Bhe d@ppt he

tr@aﬁ\f ed b9 Imeins2t thd corvepaicanbilal22p. equal to the circunferential velocity
(V1) the upper blade roller 211 and the circunferential velocity (V2) of

t he Iomer bl ade rol]er 212, r ctive is describe ove,

o TP SR A0l 284 SuldeSitha PLateBlA Sl 494 ADRFR pilel TP e IRt o0f 1 e
uppieles dDadidbr tolthee sid@ bl thermnterine € Theugdide elier 224 sedoorisgd EVa sebdf a drdde ower
b'ﬂg&g; DOAA eargtaé@ rollBex34B @y fdehotb B2 400 laiuids RAasK RS RaRiSalide folirego4ii ng to

I ment 1-2 of the present invention Wil be descrlbe with reference to
the draw ngs. Fig. 10 is a perspective view show ng the end side
f oFEm ghepgisde rﬁélehaz%m the guidecalien 2R4E thebiteisenl ead sides A0af 4@naregplded dack
l nveﬁhe fdoubsestepbar 223 i thd @nd kltes anslséti upe Nametl, frgmbtae lguiizcioter 253%2(60

I'ﬁjesgly lﬁ@é: o0 %ﬂ&e ac{lt a%p% o?'tr%ei:é@rgr e Qd@% 48d %Bi) lréBtl\feotBtthé' H?l"&ﬁ] P&ﬂ%{ L)

direction o
Th@f@ﬁdaEPBBt"?L&ua%ﬁ Y 3R grasiia 'Pﬁ"é%’szzo is roughl y conprised of a

| arge-di aneter roller 221, a conveyance roller 222, a fol dout center bar

22;&%%@ bﬂat@kﬁl@ﬁd rs@deb@,pa% ha\RedeAfofed 'bﬁ@l@bgﬁleraﬁé betheZehb S|élé‘fbldi payince
rolle ui.de roller, 224 _rot

shal afe g7 ey Siiibag ridl et Bty Peb SmBRERobas i by hdke i ¢ 1
alivedp theef@iobbackmlczﬂs &Qae5 b Eperdereipiensans ﬂlﬁﬁ?}b cpptinyausebaslydieOdfone he

cemrﬁmblupeat@\gﬁﬁb@fmm@pamdee bil ateral end sides 40a, 40b) and t hen, sets
up the bilateral end sides 40a, 40b together with the guide roller 224 to

be described | ater
Next, a cutting cllsposmon mechanism 230 according to Embodiment 1-2 of the present invention will

be described with reference to the drawings. Fig. 11 is a perspective view showing the cutting
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The conveyance roller 222 conveys the flap continuous body 120 in a
substantially horizontal state. Nanmely, the conveyance roller 222 is

driven, whereb onti npuqus. body is conyeyed.in a substantially
hofliSpetiof) Meg r&sm%ﬁé n @Qt‘)%@ﬁlo@ ‘?fgﬂ'%? he oregen ”éef‘f('ﬂrl:l back position
taken along the MD direction of the flap |ine when bilateral end sides 40a,

40Rs apswh M Fi d1le‘1‘é<cuttTrﬁt?d|§ éﬁ%tméﬁfﬁrﬁm D30 fot3 flass 208§ dutingte MbhtfHuoaSt | on

ggh‘%ﬁ?yﬁ @ﬁB é?p ??5931‘ @PeJ'rlng%‘ (gf&h?/g @'?ei)g %@h@ﬁe ﬂh'ﬁ@ﬁé@?}gﬂ'&e roller
22mectraisy 238dlisnosee thedlaps ghiad epredrieimined engih istesval sadwt fumceteing & isr der
t otakeh aidpgaie Miedikddtioh ef thk redid betglise 0the ctlinticus Hilysi1deoftie athsbric@itt er | i ne

C‘a i@fé guide roller 224 is conprised of a set of a guide roller 224A, a

gurdeé™roller 224B, a guide roller 224C, a guide roller 224D, and a gui de
roller 224E. Fromthe guide roller 224A to the guide roller 224E, the
b| Thé eatihg dlsdostl@remeéﬂanlsm(QBOas ®ufjblydechpoiaedk ofarauper Hladedoiier Zdnadowear 223

%@e%’lﬁr ddfﬁar?srfé‘r réff‘ér 2‘3@ TN?‘ éfblaf eOrBPIér 1%@@0@3%@23@2&& élﬂtlﬁd]e

wmﬁw%@%@emﬁzg '?“E%Wghg'fg%@ AL %%ﬁkaﬁ 5602 BRI P3tps into

gr a@rniacttwthrtae biages 231 Adhetehy cutting the Bap mnunscwelmdyo‘ezo Aqiurality of Bdegiptien ded

baﬁéﬂe@%ﬁ@%}%d@&rtﬁrkgfem@ Mep @bﬁhmufogé dbig 1226t FORAEAAET PBIRAE: bIARIRMERDIY.
st oppage may be pertforned by appl ylng enboss proceSS|ng or the like

relative to the fol d-back portions 50 in order to prevent the fla g
cohbe aorfigsrasiens of the prpshblﬁéq‘: ligg23p the foméblaﬁﬁéollﬂf 283 hpd@nsiqealler g3
Cubid sigilahits trassetof the uppehbiaide molRB8Q 15tk togien glate réliep @dR nad the-t2inefer tdller 213

PI fSfitve RS HdQRe Wh %% rﬂ%&ﬁ%&% sfiBn h‘?‘éd;%ﬁﬂFerw Tfhe?efﬁf awd@gg%i%h%f 11

rsp ctiye Vi tting disposition mechahism
ac%‘gﬁt %P(EWBB&TP ﬁpIST%}glPO(YH%e resent invention. As shown in Fig. 11,

the cutting disposition nechanism 230 forns flaps 20 by cutting the
COAAdMYiPst RBtHodidéNtpf the flap along the CD direction of the flap line. In

adEae?%nm 4l ?%iﬁg%rﬂgl UL e el

wdlrmtaty@tm oartistlar Heisfuificianb dabspienbarticles caprig maouiachises, angot isy a mpatter of
abgourbe fiat #1d degjuentiallbedet dhh be @pgicppiataiyt setectekateondingtan ob;ect oughly
conprlsed of an upper blade roller 231, a |lower blade roller 232, and a

cul¥hidhe WESPRLBEIYAR NS BEST Buaesgecth il Rval & e Haee35 has two
bedb@!aad@rllz@dzemhbdmenm) itéssapparentdo nnaskilled intihe he thatdloe prezgntinventiondd pot
Cgtriﬁwg%tgettélFxrgérﬁeo&%htsrué@ar%émﬁmel iecifbafibri TAk gy é’sre‘hfc irvEAMIPEArOEe B@h@é oggZB
+ op Biouied'd ”%r?itercegrﬁﬁ%%ﬁtg @fevfatfﬂﬁi%u%*é%ﬁ%%gé%c&‘%%%e%%em?ﬁ@ew@%@

bl definaddiy the cle@ps. ThewETemeetherdassrirtion s thespreserd speeifieation|iaintensedrpsibusirativa e

uppgflaftiod caridtidedy nét have bheliritative ndaiey fodhé pres2i@inventibnt he transfer roller
213 i n above-descri bed the engagenent nenber disposition nmechani sm 210.

?Eng ]igg{lrgﬁﬁgﬁ% ngHaBér%gs&%a}mM Uttltc;nr]_ga dd R0 20UE- 6@&’13%@3‘ ozzmarlcﬁ 31,
2008) and Japanese Patent Application No. 2009 074770 (ﬁled on March 25, 2009) are incorporated
in the present specification by reference.

[Second Embodiment]

(Background art)

In general, in open-type diapers, there is need to provide a side flap (overhang part) overhanging
from the absorber main body to the outside in order to facilitate attachment to a body.

While there is known a method of overhanging a side panel material to the outside of the absorber

main body and then employing a portion left due to trimming as a side trap, this method has entailed
a problem that a plenty of wasteful materials are produced due to the trimming.
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For exanple, the sequential order described in the nethod for manufacturing
absorbent articles is not limtative in particular, it is sufficient if

absorbent articles, can nuf act ur d it a matter, of. rse that

© hES R 1 SOV DahRet R mar tsiring Sefert dstitg o aihon; oot
VWhiDogumeet hrigkrown.i nventi on has been thus described in detail by way of
enploying t he above-descri bed enbodinents, it is apparent to one skilled in

i‘r@%rdka@%*r‘ﬁ}?ﬂbﬁ?@b@%ﬁa@m&aﬁ%ﬁ%‘@H@e&@q 285 Pt Mvent | on can be carried odt as
rmdl f i ed(Tafisrasing padurakity of aksarpens e rb/hauingg first sidetand siesandagesershaidef
t hengsizenta stateantwhich th\efse nesiniies tahe sed caidnfeom Baeh etierén tHen®Ddeisautiopt(inathe of

th%n@ftﬁ@ﬁﬂtdlr@&?tﬁf gfltﬁé@l\t)vb ahg intended for illustrative expl anation, and

{ to th t nt
Cont ent s EORIIA I uoh i BRCATF BRI e WATabiss HORS™ & GoEBksa Bt P8 ed on
I\/aweb i8divide0 08y adinst gﬂmmlnerdnchﬂmeér&t siflegridcsde Lsrari\ajongmeImeafidiep(erh | ed on
[ Sec un?a‘ieéqt ?&Q%Dde% érﬁt?%@%rﬁ:]gﬁg%ﬂg [h wien me%eﬁhd %ra%%ﬁdleéi@é isg@ %@fﬁﬁ%ﬁ pgAce.
| e 5 LAl BAE Rt PRESEE B e Pt Dot Bst b d 5P G g From ¢ he
absorber mai n body to the outside in order to facilitate attachnent to a

bowatemé@mmn;@:;sanb@@wat@tAppmdomf_auax@@hmaogsaoavme panel material to

th orber main body and then enploying a portion |eft due
?QQHB&rQ%f% h tgn?tra this nethod has entail ed, a, prob] emthat a

pI Elowpves t%@b@rqﬁeﬁﬁﬂm .deﬁp@r MAuRGdingeretied bas enlgiled anproplgm thed there is
meaelngeeted do sotorestramit ©nprroblict Meatuhes timat tedpoducthshepecis oimed d apaistantial T
1?1 ded in Patent Docunent 1, is known. The diaper manufacturing nmethod
has the follow ng steps of: (1) disposing a plurality of absorbers
at a web having a first side end side and a second side end side in a state
in which these nenbers are spaced fromeach other in the MD direction (in

t hm YN [0 ]g Hﬁhé%bo@b Hesdribed ditipet ARinuRRringMethod, since dl&)gatéwwébs Rgbé he web

értﬁﬁugg chinvE eQ%Iré 5l§brﬁ§t§l %cﬂét@ﬂ“nr?ﬁ Hg%%ﬁ%bbﬁg,ttﬂév\% ‘ﬁgP%?%%dt hat the web

i VI €15 an
eI Gﬁ@\@fygé 'rb%ﬁat%m V&h'%lb@ﬂ e@@qﬁﬁedé’laérﬂf dta@eansQoagomryst e?rﬂﬂ’ tae'@é&%*?ﬁeé‘r%up in
whpadbldérh éat acmsthbis cveyahcei sthete issestablshedgat ed part and so that the
absorber is included in a respective one of the first and second groups.

( P?uﬁﬂer chﬁéj ggf?\}ey%%ce satg%n %Se? callas%tv(\?ﬁetrepf%) %olcf l)agk é’tgb (IjS apr(T"ed toa Op%:l3 t e(a)rze777
has been a problem that a very complicated step is requlred.

Therefore, the present invention has been made in view of the above-described problem, and aims to
provide a method for manufacturing absorbent articles and a device for manufacturing absorbent
articles, which are capable of material consumption at the time of forming a side flap without need to
employ a complicated step, by establishing a stable conveyance state.

A characteristic of the present invention is directed to a method for manufacturing absorbent articles,
a respective absorbent articles provided with a front waistline member, a back waistline member,
and an inside leg member for connecting the front waistline member and the back waistline member
to each other. The method comprising: an engagement member disposition step of in a continuous
body of an elongated flap to be continuously conveyed on a flap line, disposing engagement
members which can be engaged with another one in a predetermined region, at both sides of a
centerline taken along a conveyance direction of the flap line; a flap forming step of, on the flap line,
cutting the continuous body of the flap along a direction crossing a conveyance direction of the flap
line to thereby form a flap; and a flap disposition step of on a line, disposing the flap on a continuous
body of the front waistline member or the back waistline member so that the centerline is orthogonal
to a conveyance direction of the main body line, wherein bilateral end sides of the continuous body of
the flap are folded back to the centerline side on the flap line.
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(Di scl osure of the Invention) However, the above-described di aper

manuf acturing nmethod has entailed a problemthat there is subjected to a
constraint on product features that the product shape is forned in a
substantial T shape. In addition, in the above-described diaper

nmaAsf @esaibenh borehedcordingcle beopigaeridinuention; dhere eamtienpswisieg 8 omethpddfair e
aI henfdctiringl adomberl drticlés BRI hathéPor aRufaeRsingfdtRbricse |aaticist, alisich are

t us,

ggf éjgf sﬁa;ﬁ@@ r{ﬁ%ﬂeﬁalvgéhg&}n%n%c %ﬁ@?%{)?&ﬁﬁr}gﬁa sﬂgﬂ‘@g {h%ypﬂeesocfbnén'nﬁlld
es?al@m ﬁ@@ stepriyrstab ‘ﬁ hing Restatip oepaercasidite, in a case where the
fol di ng-back step is applied to a diaper, there has been a problemthat a
very conplicated step is required. Therefore, the present invention has
befﬁ%gaéie iﬂ%v'bjew of the above-described problem and ains to provide a
me o Tdf act ur | ng absorbent articles and a device for manufacturing
abgonétbnd fanmars fayringalashrentartiaipaaontingriatnbedimeoha-d e theopresenttinventione
of wilsd'iéutriBed WilB réfbrmiciid PRU12 e, 1% enpl oy a conplicated step, by
establishing a stable conveyance s ate. A characteristic of the present
invention is directed to a nethod for manufacturin absorbent articles, a

r edpecrathed b swnpiasturagtabspdenbarsoliesiascaiding ta Erkedimant 119f the presdelr | a
bagventars id ¢a@@bmnuf@d®lﬁhr@mbsbﬁje(ﬂxeahle@s Wﬁﬁ)ﬁg {Dto EignmBca rexpetctnves f ront

wa glrjglgﬁ’t%@seﬁroﬁﬁ HbdE 105 b, hPa V‘Blsﬂfng‘?ﬁemb 1
i e T

en@aﬂmuknﬁalstmmembahﬂﬁma:an be engaged with another one in a predeterm ned
region at both sides of a centerline taken along a conveyance di rection of
or Im n he fla t he

oFid 1252 biSiaeCve e SEOIS 3 B, tici i of 3 ok BB e diier (et aliie)
di maswufastured by ithe meﬁn@d|forneamt4fa@themgaa§>sq’rb¢mﬁaahqiesﬁapecqmtagéo fhea@m Pdpest-t i on
step of on a line, disposing the flap on a continuous body of the front

ngtol 13§ ﬂwgh&ﬁlné%estg?eclﬁ Wﬁfcﬁtédg'ag?m%ﬁpﬁ{en?&%ﬁahoi h%%@ énﬂlf‘oréﬁly

i rec

bi rstaoe%n erneeeg@éeaaﬂgh/rféowtqﬂrme@a'amy thrEap | ﬁa iR &Nt ATLHPS AP0
t henaneifgcauréd imethe intkethoahfar eanufecpuringrabbsorbéat dtisles, dnedrdiigpiodhe @ctmdanen. t o t he
present inventi on there can be provided a nethod for manufacturing

ab or nt arti es and met hqd,, f urin cles WhICh
o 38R BelHobind d Prafe it e dee doRt (Rl b Kb RTRI A B e B

S| @r@ opendypé diapar mﬁeefactumcbbwpﬂheyﬂeth@@ fqnnn@mfa;zﬂurmgeqbsngbaﬁ% gHislass awqydlag to

st ¢ embedivepance state. (Enbodi nent 2-1) A nmethod for manufacturing

absorbent articles, according to Enbodi nent 2-1 of the present invention,
will be described with reference to Fi 12 to Fi 15. Th t hod r
ST GIGRH 1y RGARSH DG ARG DS BB ATFlgS (25 i O TeAM il e

pr essoribed mitbrefecanceits Fgpdabl e of manuf acturing absorbent articles (see Fig.
12 to Fig. 14), a respective absorbent articles provided with a front

t| nb 20b k h menb
(ABRShRRR hERRTE I RetRdrd malGadind S en s Seodtiloib Mt 10206 and
t henmpadinani, teereis praseppesedio peammoyed: adlap dne fgyepsyrying & eontinamus hedy Ad3@n
enbf aeePhyatet fag, A7 adrsRéine fofeenvdyaies cOarroud 8oy a1t ¢flae) clomduiédinsidecd by

th f
ngeggﬁé%g faﬁa armgg b%% 'ﬂﬁé fbg cﬁﬁﬁe&hﬁﬁ%ﬁe 85 rE)fQJ &?ﬁmW&HJ‘? 208 dr Qefront gb rs
LoMGiRtineaneBbeirand & RinPY's bod bizdac! atagk Waisting TERGESY A 93%%%98@0 t the
neiwhidhdsl jormedtiman eloagattd3bape an open-type di aper manufactured in the
met hod for manufacturing absorbent articles, according to the enbodi nent.
While the embodiment, as shown in Fig. 15, describes an example of a case in which the MD
direction (conveyance direction) of the flap line, the MD direction of the main body line, and the MD
direction of the absorber line are identical to each other, the present invention is not limitative thereto.

First, a description will be furnished with respect to the steps to be performed on an absorber line on
which an absorber provided at the inside leg member 1011 is conveyed.
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Fig. 14 is a view showing a state in which the flap 1030 (fol d-back
portions 1051a, 1051b) is open in the open-type diaper nanufactured by the
nmet hod for manufacturing absorbent articles, according to the enbodi nent.
Hereinafter, the method for manufacturing absor bent articles, according to
t hén steb&d0AEra pulpisheettiegivend by eehnsicf B aresher, @rgreundpwpgs gererates, shdwhenn
Fi ﬂwe dround pulblpassdd theshighQl puTBBUdEIE Hudt @ﬂlgﬁ@lséb'sbﬂﬁnt ﬁblyhﬂfélr ESAPRIE GEiked Ihg t O
t he enbodi nent, there is presupposed to be enpl oyed a flap I'ine for
conveying a contlnuous bod 130 of an elongated flap; an absorber |ine for
comNtelyaigs. 2 mbHre @ﬁmrewﬁp@n sopRjeddionetheritn sdpninwdidanddie Rightyebsomant
rrapnlybml}s lamireatédin cpredeteimiped sRapeby meana ofa nhinatarsdront yhekd@Pimotfing - f r ont
walgtdhae-JrEehEH1 and a continuous body 1120a of a back waistline nenber, a
respective one of which is forned in an el ongated shape. Wile the
enbodi nent, as shown in Fig. 15, describes an exanple of a case in which
t hén 8Bp §i1042tdroam sl(\eﬂmm@ytisauee10®2aetotbam)nti0tﬁousllyecdmtapedl intbe MD direOicti ofdag i on
Of ab&?rb@ﬂirfé brrbbsbiee coRd obhardBladkd 8€4 brAcRIminze 8RR IMENal ihAke M

i.cal her, the present inventionis not limtative thereto.
ctloﬁoéggech r}?% NG 1 | be furnished with respect to the steps to be

perfor med on an absor ber line on which an absorber provided at the inside
| eq\ftervdras, aldhbbt-lilke 1308 €P62b to hecaitiBRodshPddnveqed it the WP elirettforgsfakend by
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asses sor ben
m Re&ges ﬁronﬂf g%m&’&d‘oﬁo%ﬁt@ﬁ@%@f liRghe gr ound pul p suppl | ed fromthe puI P

supply duct and the highly absorbent polyner is lamnated in a

pr Wﬁb rSTOﬁ‘@da t%?%}%e Lﬂﬁ%@ﬁné’ébl@) 1(?1%’?@519%8111@1{06%! td&ﬁ{’/ |H%é’ME9d|@|9ﬁber

cor 1 cont 1l nuously
coﬁﬁé\? LMTCCEND D g T us&@é}?ﬁe% 8 1507
ar bagh shest (iguidinpesneakieri Hga to bagontinuauely\canveyedtinthadDidirastion ofthef t he
abapsdiper lnene; jo oirf¥d £HNBE superifipeied irider thessheet-liRkOABuUE d0bacont i nuously
conveyed in the MD direction of the absorber line is superinposed on the

ti ssue 1002a on which a ﬁl urality of absorbent cores 1001 are pl aced al ong
t hé ieP 1P 43 Barmisk cylisel 098 dymmssh oy ar}%herlmﬁr@b%rgs gtfeched tg bpgbs@ﬁgggs of the

(| icopdchdmpebee 401 E3lohd fHEMDdl ileetiarooftthe abserbgr lmenveyed in the MD direction of
the absorber line is joined after being superi nposed on the sheet-1ike

colt FRROSN o8RvaLEs RBHRS TH19 e el roEhBRhEet Borer] G <) of ned

af centirnyieLsly conyayen rﬂptt@d‘leﬂrré@trort oféhes Alesarberilive are sgnveyed byaneans eftrelgtion ofi 4,

af babtahedruatdaidartQUiBalbay FRICD\ireBRiMatra freadermingd drighe eshvalbya é§n§©ﬂ€ ends
0 |

P e e e

bo r@gr)g the crrick BIeMaa @y conveyed in the MD direction of the absor ber

| ine are conveyed by neans of rotation of a rotary drum and are cut al ong

! D BeEond ) RBEHABN| Be ATARALE A RepebOBINEIsteht & & Féﬁ‘%f. : PRI 1P
i A PO b oS o PR AN phBRR sShB L TR 1 Ry

In step $S1021, in a continuous body 1130 of an elongated flap to be continuously conveyed on a flap
line, engagement members 1040a, 1040b which can be engaged with another one in a
predetermined region of the front waistline member 1020b are disposed at both sides of the
centerline C taken along the MD direction of the flap line.

Specifically, the engagement members 1040a, 1040b are joined with each other at a predetermined
length interval at bilateral end sides 1050a, 1050b of the flap continuous body 1130.

[n a case where hook members (male members) are disposed as engagement members 1040a,
1040b, hook-targeted members (female members) are presupposed to be provided as
engagement-targeted members in a predetermined region of the front waistline member 1020b.
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Second, a description will be furnished with respect to the steps to be
performed on the flap line on which a flap 1030 provided at the back
wai stline menber 1020a is conveyed. In step S1021, in a continuous body
1130 of an elongated flap to be continuously conveyed on a flap |ine,

enlHi§ersrodiraaieins frookwaistine swmberi 1980k ircareprised £ sanwpyan eleibt aed therefore a
pr eget i tHe saik-targteamembeihie not pralvidediseparatety, ipedetddMedaegioripepes efithat

DOl glEnd el ABMELLUECaCHEINRR g8 hgUP directionof the flap

l'ine Y, e engagenen a, 1040b are joined wth
each other at a predeterm ned | eng th interval at bilateral end sides 1050a,
1050&epS1082, drl aflaing, bﬂamnai;ednd)dsdeai%l)a 1056b otthe flapeoetimmok bodytiéBs ateral e

mfﬂ?@éo%ao%@tr@ Sieh ﬂg%%@m%ﬂ%@ﬁﬁ@ih Eél%e Pthbetd 4040a, 109 HRPESI LS

iRt S a1t Hr R EERY Sion H@ﬁef’égeva'&m@f &3peed aifhe flap

wacentinuaes hedp@t301020b.  In the enbodl ment, the front waistline nember
1020b is conprised of nonwoven cloth; and therefore even if the

?%égfa%?%tﬁép#?e”’ﬁ?vmsieﬁﬁﬁm@é UIEEr SBRAS babYes PREeRHES L B e B "
Riteral end sides 10 105@mhave hegh engagingly Stepradaat tes lar cerdinueasbady 163bBy of

thmefahepfmrﬁngagamenhﬂdmbémmaemtt;ﬂbded back to the side of the centerline
C and the engagerrent menbers 1040a, 1040b di sposed at the bilateral end

si des, 10 re npor ar a ed at the
71 &5 ceBiienLEES taip ks e, EBs e hangSBECRLE PokItEY e ur t her
applegupiosedio s fpided back mghe) side Iméthe denferkfe 6rsottha dwlath eraaqilr@mdn siasing
105%36en#9m,b0 haire Rpemaen @%dr%gmén%lwom '”ﬁ‘%ﬁ%%ﬁﬁﬁﬁ“% ﬁtl!brfégﬁ%éﬁltbﬁqu’b’%d#li”o
ers a escribed later e
Pg&gﬁesqacgﬁ%p @8%@%83{2%5% of the flap continuous body 1130 are
presupposed to be folded back to the side of the centerline C so that a
Wi tH dtep §1828lioregflaplines adiap 1080 idfermedby tlitting tHe flap damtinfidwbddy30 30t ahor t er

th I k
PP o1l ARSI Do MG sty e
fofffed by cutting the flap continuous body 1130 at a predeterm ned | ength
interval along a direction (CD direction) crossing the MD direction of the

fl agutdup Eart i & HFééi'éﬁenﬂ#feH shBpé f(f@F ) %%r%@%p@ftﬁker%l@ﬁ?tr% grolh, forcur ved

shape 'B;Pa ng%obl[]ag?{g %9??? ateral end

t
31 ARk LA e ehibeP i ook A b SRl
pr b@@yiBOthon@JtttmgethmﬂapC@ﬁtﬂnuOﬁa@Qdy6 1130. Alternatively, a cutout
part in a predeterm ned shape (| n a curved shape taken along the groin, for

ex I 0 b

ﬁﬂ@nﬁ?ve{@lé g&gouft Hﬁfak)%g@ r r%giosg]%ﬁ aaéd?v ﬁtﬁké’f?lo ﬁ%ﬁg? Fn o body

119 m ﬁ gy bg %Mmﬁ?ﬁ “\ﬁti"la %%'W ﬂ ‘epwerar SbePFl%e %@ to

beflmﬂ@&ﬁa@cuﬁmgthmﬂap domtipudusnteodyril 138 ch the conti nuous body 1120b of the

front waistline nmenber and the continuous body 1120a of the back waistline

”E‘?Rf?é, aacgeescﬁ&fb\ﬁ%iﬁge furnished with respect to the steps to be performed on a main body line on
which the continuous body 1120b of the front waistline member and the continuous body 1120a of

the back waistline member are conveyed.

In step S1031, one pair of the continuous bodies of the waistline members (the continuous body
1120b of the front waistline member and the continuous body 1120a of the back waistline member), a
respective one of which is formed in an elongated shape, are generated from nonwoven cloth, and
then, are conveyed in the MD direction of the main body line.

The continuous body 1120b of the front waistline member and the continuous body 1120a of the back
waistline member may have elasticity.

In step S1032, between the continuous body 1120b of the elongated front waistline and the
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In step S1031, one pair of the continuous bodies of the waistline nenbers
(the continuous body 1120b of the front waistline nmenber and the conti nuous

body 1120 f b t I whi ch i

F o PrainS b (it e Rhgaed DRk RaREP4 s pe o R R B0 SN beeva ah T,
ar eaohodyline, the arpligh mruberé@fl D(fmrmﬂd in stepral H Sswdie labaerberiine alerdisnosedsn body
11236k piwhitethiese PertiBers bld §iacaB AT eddhbth&en D IRdSorR BEime FZA® 08 Ilﬁ@e

back waistline member may have elasticity. In step S1032, between t
conti nugus body 1120b of the elongated front waistline and t he cont| nuous

bodfys m@déﬁ%fort the neaip Rgdy ke, Hcllannti3Ofrimed inesterer 1023issisposad icAdbRIs| v
copyrtiredus botiyn ¢1 m of tiololyckl waistling membiep 56 khattdssntaiidClioorrogonal ®tthe M2015

Ondﬁgﬂioﬁtb?ﬂ{egﬂé d&ﬁhﬂée di sposed in a state in which these nenbers are

space romeac er in the MDdirection of the main body line. In step
S1033, on the main body line, the flap 1030 forned in step 81023 is
di Spesifichllpin stap SI688, onﬁbemaitmdgdmﬂxmmaﬁaa T30ackhevaostiniuone bodytié20zsof theat

t h%a@l@ﬂb@ﬂlhé Aferfbérar® &m.wéa&potﬁa%d\@aﬁé FeRpELRR dP]fe driee il dz;@dy l'i ne.

F e fl h
o EOreIDLS A sbERe gt et 1520 e e s st taaqacﬁ%éé\?x’ﬁ e
ot mambss 10RGe) ia theeegisibupusebaslye! 180a phihethagh waisiize ra@mb@sponds to a

respectl ve one of regions 1020A configuring one absorbent article (back

Wair% fhaﬁgp%égfforﬂr&l%qms&ég%@% &P@é'ﬂawHé th%%Fo%&ég ‘B& gpflfeé?ﬁ o?ét ggﬁ
roﬂﬁ@ 8 JBVGgOO'Hé b <ont 'mﬂ% Pediatldd0a | gfpt hes bags Nedstie mﬁéﬂe@fnpvrm@ags

11#@amoplastieerebmck wai stline nenber by neans of a thernoplastic resin. The
ther m)pl astic resin may be applied all over the back side of the flap 1030

ther Iastlcr in m a back, si.de of
The foeop gt f3rfiap B8 pBalER qiider e peh st A 4 Boartly bR BetBROEF nuous
boﬁ@ﬁlmmme@pp{%tm&kpmo@heba@< sideroethedlapi®dds of an enboss roller or
ultrasoni c therno conpreSS|on bonding and the like. In addition, in step

S de0 5905 A2 600 BB S Bl AR B YR Bl or ot o
st BRI DY m?ﬁfﬂstqjﬁ@nr?énhpsﬁéﬂw Pr H‘HaSQm‘étr@UﬁP|CHG@[%SSWWW%¢‘SWH@ Inr ont
waadditiomén stepts03anitie flap 1080 triaybedisfosey sbkRGa cotertemel famislof Wee erotahne nmenber

ar ﬁwé?hﬁer%@ <d tﬁ@%ﬁﬁﬂoﬁh’é‘%ob?‘?‘ﬂ%ﬁb ofth& Y&k wéfs@ﬁ&rﬁ &D direction of the

mai n body | i'ne. Specifically; e conti nuous body 1120b of the front

wai stline nmenber and the continuous body 1120a of the back waistline nmenber
ar & glap S3634 rtha maimgedy lire, tte eaméntiousodysi120b ohtherfeamb wiaistieobeinher ard

Wl ﬂfe%@nﬁﬁu@hsr ey 1aR0A bf @B bALR AaREIRe Mémber Seictt SgledeRnineRNGhdth el t he

W@{;\bw%t Whe%& i{che widthwi se direction of the absorbent

nadlr {on crossing the centerline Cin the flap
1030 is shorter than a predeterm ned length interval (pitch) L2 which is a
c uSpecificallntiies varttinabus bedyc tir20b rofi thesfrdin diaistiii2Ghembet dred the@ohtimeoustdadyel 1@8aber

ands thB®aeR Walshhe terRBeWard taPs bt 4 RSGRALK oF¥RE $oht WEistiBERSEmber 1020 in the
widthwise direction of an absorbent article is equal to a length L2 of the back waistline member 1020a .
in the widthwise direction of the absorbent article.

Awidth L1 in a direction crossing the centerline C in the flap 1030 is shorter than a predetermined
length interval (pitch) L2 which is a cutting interval of the continuous body 1120b of the front waistline
member and the continuous body 1120a of the back waistline member.

While the foregoing embodiment describes an example in which the flap 1030 having the
engagement members 1040a, 1040b disposed to be able to engage with another one in a
predetermined region of the front waistline member 1020b is configured so as to be disposed on the
continuous body 2120a of the back waistline member, the present invention is not limitative thereto. It
is also applicable to an example in which the flap 1030 having the engagement members 1040a,
1040b disposed to be able to engage with another one in a predetermined region of the back

16



Whi | e the foregoi ng enbodi nent describes an exanple in which the flap 1030
having the engagenment nenbers 1040a, 1040b di sposed to be able to engage
with nother on redeterm on, of the front i, stline nber

T ouaBNS e o0ba Setig s Soedp eclhesE onite S iR BeEeRIRe of

t hisoraeskstline membne menber, the present invention is not linitative thereto.
It is also applicable to an exanple in which the flap 1030 having the
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accordl ng to Enbodi rrent 2-1 of the present invention, described above
air of side f]aps_overhan froma

ent cles ving o
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Coxnsemtmnncrotnm rpemdearc 10 fOemnurecsantiiiously tanvepedon tHeomamebndydioe pthus gnaldirgpit bent
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Fig. 16 is a view showing a state in which engagenent nenbers 1041a, 1041b
are tenporarily stopped after engagi ngl y st opped at a back waistline nenber
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Spec;f" cally in the flap continuous body 1130 the engagement members 1041a, 1041b are disposed

at predetermined length intervals at both sides in a proximal region of the centerline C taken along
the MD direction of the flap line.

In addition, one engagement member may be disposed across the centerline C in place of disposing
the two engagement members 1041a, 1041b at both sides of the centerline C as engagement
members.

In step S1022A, on the flap line, bilateral end sides 1050a, 1050b of the flap continuous body 1130
are folded back to the side of the centerline C. Specifically, as shown in the sectional view taken
along the line B-B’, on the flap line, the bilateral end sides 1050a, 1050b of the flap continuous body
1130 are folded back upside of the flap continuous body 1130.

In order to prevent a situation that turnover occurs at the time of conveyance of the flap continuous
body 1130, temporary stoppage may be performed by applying emboss processing or the like to the
fold-back portions 1051a, 1051b of the flap 1030.
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Further, in any step on the flap line, a cutout part in a predeterm ned

shape (a curved shape taken along the groin, for exanple) may be forned in

part of the proximal region of the centerline C described above. Third, the
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In step S1034, on the main body line, the continuous body 1120b of the front waistline member and
the continuous body 1120a of the back waistline member are cut along the CD direction of the main
body line at a predetermined length interval.

Specifically, the continuous body 1120b of the front waistline member and the continuous body 1120a
of the back waistline member are cut so that a length L3 of the front waistline member 1020b in the
widthwise direction of an absorbent article is equal to a length L2 of the back waistline member 1020a
in the widthwise direction of the absorbent article.
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First, the engagenent nmenber disposition nmechani sm 1210 according to

enbodi nent 2-3 of the present invention will be described with reference to
the drawings. Fig. 19 is a perspective view show ng the engagenent nenber
di sposi tion mechani sm 1210 accordi ng to Enbodi nent 2-3 of the present
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The conveyance roller 1222 conveys the flap continuous body 1130 in a
substantially horizontal state. Nanely, the conveyance roller 1222 is

driven, whereby th l,ap, conti nuous 130 is c nve
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conti nuous body 1120a of a back waistline nenber. A circunferential
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The conveyance roller 1222 conveys the flap continuous body 1130 in a substantially horizontal state.
Namely, the conveyance roller 1222 is driven, whereby the flap contlnuous body 1130 is conveyed in
a substantially horizontal state.

The foldout center bar 1223 retains a fold-back position taken along the MD direction of the flap line
when bilateral end sides 1050a, 1050b are folded back. The foldout center bar 1223 extends in the
MD direction of the flap line and is provided in substantially parallel to the continuous body 1130 of
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(not shown) while conveying the adsorptive pads 1233 up to an upward part
of the continuous body 1120a of the back wai stline nmenber. In this manner,
tin osi tion chani sm 12 tes the flap 1030 by 90 degrees
R GBS B Flehb S O (B ST N DIER S0 ol | oot he 1 ap Lo be | of nod
W|th t he conti nuous body 1120a of the back wai stline nmenber. (Exenplary
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no@p#fEcati on. Like constituent elenments of the cutting disposition
nmechani sm 1230 accordl ng to Enbodi nent 2-3 described above are desi gnat ed

by ik d di t bet we
e SEAT B GIRE2 A e SUiC el atE (AP RO BB SRES d0BPe1 S BREE B Dg 1 o
t hbagk eaélquldwdmenterrbardﬂ% fdnilerthienerzbsiged aneeset upNamely, fBOitlse duidposied on
EQ%?—"BF*?‘#SW g e O e e, 11
@i{%‘?ﬁlowgoéggfttp?g%lcgﬁg\%usE?‘Ii}gleDﬁytol‘%aW nfff%’ has been r)c/)t ated by 90
degrees and has been vertically inverted, the flap 1030 is joined on the
corlémpumgstbpgagelma Qae@kribimeedBy Sp Whgélﬂb@@s PRItRESIng bthedike t@eHe foll-thdtks | dl n
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flgﬂejfgap,gmécg%%lhgglsﬁ, fdogp continuous body 1130 at predetermnined |ength
intervals” In addition e cutting disposition mechani sm 1250 di sposes the

fIa 1030 onto a conti nuous body of a back waistline nenber w thout
 1Rgcutting digpositia meeharnisr 11230 resordingpiedimbedirient 2thef thetpresrt invention
dl Siosé Hesdtibest alitnicferedddd mlétd:‘raMif@sf FigP2 ¢ g hi prirspesetived diewl didWin g e Xaingy a
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con nuous bo onto a con uous wal' st | i ne menber
by neans of a therm)pl astic resin or the like. The cutting disposition
me Asahowmirl Pig02 heesflapat03dne rmeddyeutting | ties fld &Ghtinabas body &B8iudt predetzmaihedor e

12% tlﬁﬂ%r\iﬂ‘alé 3%9 trflal COYYireehdrdf éﬁ%’éﬁmé%aédd?ﬂ»g?m LHuttF?a cﬁs}!o@ltloﬁ r%ﬁ%gntp‘t

L 23 Bisbagesthe i 4D an 2 antivticdis Py 112080 A bak Waisite Me iRt Bodr o Lopor

bl aeirterlio Ceis orpegonrahtp the Midieetionicliaipaipdody lie¢. to the axial core 1252. At
the | ower bl ade roller 1255, a suction hole 1255A is provided for

b’%&ﬁéﬂﬂsﬁ‘e Efiho A3 @5% BT 3509 8 aMe o tnPlacd 36 EQTPLBHEBRR T o)
coﬁt”i“ﬂ@n §rﬂ)%a'1dl%mﬁlé(t‘wé@n Be bed bl ade and the bl ades 1253A. On a
circunferenti al face of the lower blade roller 1255, a first zone Z1 is

pr ‘THé @Sﬁthrﬂ!%s Bb ”9 ré%é] N 4 i:?ﬂqs %Bl'?ﬁohéléﬂ)é'lsa 'B%\énéﬂé’fol 2&3%%\,&5%&1&9 t aCt
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br SRy phe B B penlpS anedl Hade Mekshowd R Telste A bsETd
1130 asi@trollern1t261Arrﬁ substantishynecual toheireamiferential velagity évi) afitheiashblade cqi er
wh|19311|1>,s stronger than that in the first zone Zl. The flap continuous body

1130, when passing through the first zone Z1, adsorbs onto a
circunferential face of the |lower bhlade roller 1255 b%%neans of the suction

holTBe 198E/AreRy {#sd hag a plerafityof adseyrivesad i d3fos adsasbing thendar: 1 03Qthabis ki byl
f ageans of the Hlademnlidr £X3d Arapidites ba@ bhde Abller HR31B.i Tr rotary Ham 123D rotatebaboatl by

e”%‘éfuhﬁ&t Eﬁ@&zéﬂ@ tdréby GiSpadiny PeTaBAB¥0 1dSEHbbd b the REINERR Jdir133 P60 B2 53A
contlnuous ? %a of a back waistline member. A circumferential velocity (V1o) of the rotary drum
1232 is substantially equal to a conveyance velocity (V41) of a continuous body 1120b of a front
waistline member and a continuous body 1120a of a back waistline member.

The rotary drum 1232 rotates the adsorptive pads by 90 degrees by means of a rotary mechanism
(not shown) while conveying the adsorptive pads 1233 up to an upward part of the continuous body
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The flap 1030, when passing through the second zone Z2 cones into intinmate
cont act with the ci rcum‘erential face of the |lower blade roller 1255 by
suct| hol e, 12 f or ned secongd zone Z2 W t
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body 1120a of the back wai stline nenber. (Another second enbodi nent) The

sequenti al order described in the nethod for manufacturing absorbent
ar {fExaneplaryiediicaéigfs)e, is not Imitative in particular; it is sufficient if
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aIt red a ec evl at mthe gi st and scope of
SRRl maey drag

"t he clalms Therefore, the descrlptlve matters
of the present specification are intended for illustrative explanation, and

do|ripke rMétred fi Yndriufadh@ing\edsoBRAt Sticles, 4daerdh ?q?ﬁﬂﬁé predeanihiv@ftion] BE teinafre
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Vathercepterlineo & omonﬁlc,t@f%m@@ctlw P emeé%bﬁ@y i Embadimant ByS descdbedice.
[ Thbove, Bftbrote fiemt P3G Bas;bgasromnaiediby POldegoseamal hasi beearvedivatly inypeediithpap

t h%ﬁo lsgo.ﬂé&gn e cEHrf‘B (g/ Hépé B?ﬂ’lecﬁwégg?\?ér:ﬁﬁr{o&néﬁﬁg} wc&‘ﬂ hls”ﬁ‘\' fRebody
R ???épno@et 'apaﬁ 30 fjangt 3 das SraipupS bady TG e Bk ating ¢ he

f omepvhengvitboeldbe flap kB3Mbeip@actaied PO dagieesiand vertieadlaiplested. (1) The step of
forrri ng a severable line along the CD direction (the direction crossing in

e o) and
catn HAVS rﬁf—*‘ée?? LA TR RRRh 240 dePdby v G e
d| fasasiadiar 1938 W@wlnsl?oﬂ@ EHEpUQUERRdYnll 80 £t Beadeteratined length lntﬁa/pls In2) The
st agditién, ttiey cattiy dispaditivn mechamisn N250eispbdedi the fibp dO?GD;bn’@ra amjlnggué bedy cfaf a
CORL H%Yn al ong one end part of a
co%?%@ﬁ@n% t(é;r%g?g%taéﬁln %é CLE%QH)foﬂelga\‘le{g current 1) Japanese Pat ent
Application Lal d- open No. 2006 340862

Specn‘" cally, the cutting d|sposmon mechanism 1250 cuts the flap continuous body 1130 conveyed by

a endless belt 1251 at predetermined length intervals and attaches the continuous body onto a

continuous body 1120a of the back waistline member by means of a thermoplastic resin or the like.

The cutting disposition mechanism 1250 has: an upper blade roller 1253 rotating about an axial core
1252; and a lower blade roller 1255 rotating about an axial core 1254.

At the upper blade roller 1253, a plurality of blades 1253A are provided to be arranged at a
predetermined interval on an outer circumference of the upper blade roller 1253 and in substantially
parallel to the axial core 1252. At the lower blade roller 1255, a suction hole 1255A is provided for
suctioning a flap 1030 formed by ensuring that the flap continuous body 1130 is cut; and a bed blade
(not shown) is provided for cutting the flap continuous body 1130 between the bed blade and the
blades 1253A.

On a circumferential face of the lower blade roller 1255, a first zone Z1 is provided for bringing the
flap continuous body 1130 into intimate contact therewith at a weak adhesion force; and a second
zone Z2 is provided for bringing the flap 1030 formed by ensuring that the flap continuous body 1130
is cut, into intimate contact therewith at a given adhesion force which is stronger than that in the first
zone Z1.
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(Disclosure of the invention) However, in the above-described nethod for
manuf acturi ng open-type di apers, the severable line and the MD direction
(conveyance direction) are orthogonal to each other on a flap line for v
conveying the flap continuous body (continuous belt part). Therefore, there
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ove, according to the present invention, there can
be provided a nethod for manufacturing absorbent articles and a device for
naﬁﬂﬁmdinbmh@ea@sorbent articles, which are capable of formng a side flap
Bdtkgroip@argan readi ly unfold, while achieving continuous conveyance of a
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Wil e the enbodi ment, as shown in Fig. 23, describes an exanple of a case
in which the MD |ine (conveyance direction) of a flap line, the MD |ine of
a main body line, and the MD Iine of an absorber |ine are identical to each
other, the present invention is not [imtative thereto. First, a
defRateptDenmant 1) be JapanassiratentiApplicasiop daid-anent e 2008p340868e per f or med on
an([abd@étbébftheﬂmmmmﬁl ch absorbers provided at the crotch nenber 2010 are
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g%‘& cut irection at étermn
|nt"‘ Yanged CBYrOreans of a cutter rol l er disposed in opposite to an outer
ci rcunf erentl al face of the rotary drum Second, a description will be
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agenment determ ned
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X Baerts and a joining step of joining the continuous body of the flap and a continuous body of the front |
waistline member or the back waistline member of the flap so that a respective one of the regions
configuring said one flap corresponds to a respective one of the regions configuring one of the

absorbent articles in the continuous body of the front waistline member or the back waistline member.

As described above, according to the present invention, there can be provided a method for
manufacturing absorbent articles and a device for manufacturing absorbent articles, which are
capable of forming a side flap which a user can readily unfold, while achieving continuous
conveyance of a flap continuous body (continuous belt part) on the flap line without need to employ
advanced control.

(Embodiment 3-1)
A method for manufacturing absorbent articles, according to Embodiment 3-1 of the present invention,
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In a case where hook nmenbers (nale nenbers) are di sposed as engagenent
nmenbers 2040a, 2040b, hook-targeted nenbers (fenmal e nenbers) are
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dukGanyeaseidiesiinn) eballay bies éhe MD linepf@ rpaiptbogdy lippeandthe MD fiee ehan

(f limestirestientienl t%%@h%thezﬁﬁ@bfésentinvmmoaes:mstdmmatmélmér@arts (second sI i ts)
2050al1, 2050a2, 2050b1, 2050b2 may be conprlsed of a severable line such as
a perforated tear- artic r t abl e tha | east
paF Tt e RPF Sl S st wihbeSBectiathediien by bo Sefiriedanabsdbed g e
of whicheabsogisrpiovided stithke castch neenties 2 Bare cenveyed. [ine. Wth this

confl guration, it is possible to prevent a circunstance that the fold-back

P2 Qe 820, R0 O e o AR AR PR oBb Bt o
pagf%ln@fnurlps and wneg)th@gmaé pulpasSESS mmp@@@gﬁawﬁ%@h RetgAbsorpsalc ond

sl bblyine? (BRI nAk&EDia2, 2050bl, 2050b2 nay be forned in a |inear shape or
may be formed in a curved shape. Further, the sequential order of the

S et ot Py b Bt g 0a S B Bl sk
t hpolyeer srlamietsl ioargredeteinmiged nkape aypmeass of a lanhivatimdiunu theselbompldrgBo of

an ggspSRdaRes 2O@P(absoerycont i nuously conveyed on the flap line; and
thereafter, the engagement nenbers 2040a, 2040b which are engaged in a

pr edet er m ned regi on may. be dmgposed at a respective one of such one pair
of It R SBA % 5ea BleepokedissyBdira toliereentinucisdceanyeyem indhe M direetion; of Hagy
Wi absdrbemipe] theabsbibes teps R00hargpeiated arsledstetrhineddenytibimtbrvals iretherMibhi ch t he

CORt.d of the front waistline nenber and the continuous body
1t rRAeopErie

i stline menber are conveyed.

Afterwards, a sheet-like tissue 2002b to be continuously conveyed in the MD direction of the
absorber line is superimposed on the tissue 2002a on which a plurality of absorbent cores 2001 are
placed along the MD direction of the absorber line.

In step S2013, a top sheet (liquid-permeable) 2012b to be continuously conveyed in the MD direction
of the absorber line is joined after being superimposed on the sheet-like tissue 2002b, and then, a
back sheet (liquid-impermeable) 2012a to be continuously conveyed in the MD direction of the
absorber line is joined after being superimposed under the sheet-like tissue 2002a.

26



In step S2031, one pair of the continuous bodies of the waistline nenbers
(the continuous body 2120b of the front waistline nmenber and the conti nuous
body 2120a of the back wai stline nenber), a respective one of which is
formed in an el ongated shape, are generated from nonwoven cl oth, and then,

ar ¢ sleRVEAPAd, a hatriecui 2008aticiois fomadty anathersaeryber i attadhas tedeth ide@adsody

2120theadrotch endnitsert20d@ iafdngi the MIB diedtiop ofithehsbso el linglous body 2120a of the
back wai stline nmenber may have elasticity. In step S2032, between the

continu 2120b of the el ongated front waist i nuous
Doy S5 S0 1B 1B GEEIOHG bpUES BIER OGP 10t B D10 (PSR D BROALILS
corusijretusly coheeyediimthedd) dirention ofttee absdrbér Imerdnecovmiy@d fogmnexths of retatipn 82015
onatret%r@@@mgedaﬂel&@a@hstm @,BQﬁFe@!tléd‘a réa&éﬁn;h ﬁhnfé?@a?@b 5far e

pac 0 ot her I'n b Ine. In ste
D5t ol aERe R Qe o oLk TRl s h%E?é%fyép B and the oo
contl nuous body 2120a of the back waistline nenber are joined with each
gg ISREoR® o dRicrigtionesin BE FlriRhed &ith reddaet toabé erps wsaﬁeﬁ@rﬁiécmﬁ tr'f[égla@ﬂmefdrﬂlp
respective one o
thg‘ﬁlr'dggai' ﬁ%ﬁ@@@gﬁﬂ%& % {]t‘é%;b%ﬁQ Q%Y%I% ﬁﬂ%rflgé g?ri\%%/ %%ck \%a. stline menber
2020a) in the continuous body 2120a of the back wai stline nmenber. That is,
i nin step 82981 pergagamentinembiehse2340ap20401 whitlo gan be éngadaDwitinensther o in aauous

boyectlfimed!rebih @efé .h'dageo@ 846h 2856A LONRRANYLRO 188ON30 YT SO L hat

ty of the
U o PR Lo ERTVEL P 3 1Pt pr of er abl e

that the regi on 2030A and the regi on 2020A are joined with each other al ong
%‘ Eficy thé Bngdenid hethisers 20864, 120a0b @fe folfRJANEPERAYthér dtipfdditerthiingd €p

B lreils i BB bR oz %@%Wﬁﬁ#@%ﬁ]&?ﬁ@% ol apbRidgheer,
( omesmbese 20663, 20 & RrAsinRsSed P8R’ thsnbRief taafer pentinurus bedy 2HeN In a

t hetenOPl diretiian ofaisé flaprine. be applied to all over the back side of the flap
continuous body 2130 or a ther rmpl astl c resin may be applied to only part

of the back si.de of the fla ous . body 2130. In st

S SR e Aok DT (MaBAORTPS) S SR SadS STigatement BepheR ROMR 1 <
2020&0b 2osktargeted peernbars| f;emaimmebéaees)@gpmg;u;zpesanﬁpé)@ pEovidédasont i nuous
bodyg tQ4rgbled rhatkerdah &rédeiidieegldh SFtRPremOvdstlimmehtheraonobody

I|ne he contl nuous body 2120b of the front waistline nenber and the

continuous body 2120a of the back waistline nmenber are cut along the CD

di ulraatbﬁuembqslﬂmemfethﬁérmt waigiling imemiar 29266 i eamprised af eagvavemelethy and therefore,

Sﬁeoerﬁ If ¢re Hhook-tafyetetonembepidhob priyided 2eparately, iee ﬁre@g%rwﬂresltrégnoa p@EG@ﬁf thand

t Q%? er are cut so that a

I eﬁroﬁﬁﬂ%éﬂh’?l‘fﬁ: ?8%%?’%% %ﬂ% @%gﬁ%ﬁﬁgﬂﬁﬁwhe wi dt hwi se direction of

the absorbent article is equal to a length L2 of the back waistline nenber

Zom)step 2082, amedhainaf dald-taclke paito205sia, 26&0kawbkichisantedoltied back &hiMI2 diréetion
VhcBHraetions of a fss ﬁrﬁé@rﬁifnaéh BirédlioWts & bl rfebﬁcﬁhﬁﬁérﬁ)hﬁé@ﬁﬁab()dy

UM e e R

!ZI?BD‘WQ keyBf i gured so as to be disposed on the continuous body
2120a of the back waistline member, the present invention is not !limtative

th%% ?} FigS 2868 t&HIM-b& $50ds ??‘é%gg%séd’}g tn d‘ﬁy fdn §t‘?ﬁ>tté ous
o oghe 0 e 355@3% ety %%@@B?ﬁ%&eywﬁggm ﬁiﬁﬁaf%e g a0d F” *°
meseemd2e2dwed parts (semohd glits pA050n 1220502 ferrdéd plose theolk D direction of thediap linedy
2120b of the front waistline nenber.

On the other hand, the fold-back part 2050b is presupposed to be formed by: one first notched part
(first slit) 2050b3 formed along the CD direction of the flap line; and two second notched parts
(second slits) 2050b1, 2050b2 formed along the MD direction of the flap line.

As shown in Fig. 24(b), the fold-back part 2050b is folded back in the MD direction of the flap line in a
hinged manner, and even if the fold-back part 2050a is folded back in an opposite direction to the MD
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Wth the nethod for manufacturing absorbent articles, according to
Enbodi nent 3-1 of the present invention, one pair of fold-back parts 2050a,

200 B Y TR b o B Bl 5150 R B0 BB B o2 S0 P
av#ielCR c&nefsttqm‘tt%ﬂ@o hrmthuswn@klmg hpossivie imavid awavmétanﬁethaéécodﬂmtahuouy y

corflgpack occurdieurdrigegontinisustispveyaricee fact that the flap can be readily

unfol ded by a user of the manufactured diaper and is cut on the flap line;
nativel advanced, c ntrol to conti nuousl convey t he
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ar hgbRted BSLOT fHe1g to Embodi ment 3-1 of the present invention, in place of

di Sposing a respective one of the flaps 2030 fornmed by cutting the flap

conti nuous body 2130 on the continuous body 2120a of the back waistline

me ffbearticulareit {8 pipfesainie that alieagigat oiifmﬁrstscumfmm@edﬂrs’rrshtsﬁ 2060a3,i2096038 ishody

2126mpased b Snelabidiing sucheasepditiratet! k- linesi Wathithie canfi@estidr it |§p0331ble
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bent e prese I nventt on,
t h&oghA1 $thigsast 'WV@BW%‘WQ%@ figp . wai st1ine menber and the conti nuous
body 3120a of t he back vval stline nmenber are continuously conveyed, so that
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conuwadobapdaody 3120b of the front waistline nmenber and the continuous body
3120a of the back waistline nmenber, a respective one of which is

Eﬁéh%}e%q% B B L IR R ALY ate?ﬁ%@mﬁe%?é £2800 i be e
t héf aijenin sigpeS4122pene pAield-Dask parts 20R0 285 haskesnsiornad ineart pteVrginBut

needsmmcmf@ugog bheflap20300ip thé emtmndu@bcdy 2130 pfen elendated da td ey corftixecnsilyar y
'Vb%ﬁ e§@8 ' @g Ji'éf Cagﬁ%ﬂ%ﬁdftﬁéfggeﬂftﬁ&téh aps ﬁe%&s ag4ps! 9@406%%#'&9 to

reﬁggeeﬁ%n 8 RPctersnedIpdoRANEY e”ﬁlﬁeo o8 TSP, ChSRG S B
ar fold,»beskpaitchDG@an@EQb Exenpl ary Modification 1 of the present invention,
wi |l be described focusing on differences fromthe nethod for manufacturing

s TElh iRl 8 pe ARRREL Wi Sorel RO R i b rohnEs B B i Bl ™
st ep winaithe CQW@L@Hgbg@y@ Obnef i frentagristine member apd te wnm@dm@oﬁ 2@a
abltie tharkevaikstie mehibepaetdopvepste in a predeterm ned region are disposed in

part of a region 2030A configuring one flap 2030 in the continuous body
2130 of | onga fIa to be continuously. conve

= BpstOp 6303 T eI d1e GRgedh bR PSS B RSO AT SRBaDYS by

f oRd20ackhe frontwaistine meptEt ndtfiectontianolsebddyl 2Aialmdthe backamaiviingimasaherpn of
t ha rédpRtild e andhian isTaRasd handiokEtéPshdpe, hRegdiarsted @kl fohvddb Rl AtABShd

R é"ez%ﬁsvéd%aﬁ%wpg*e@ﬁéﬁiﬁ* Pl BRI C 00 Lot T or ol back part s

2051a, 2051b are presupposed to be forned by: one first cutout part (first
t r Theiconlinudbd Bou 2 €200 o th@fromdwmtmmahm@d theeednitinnows bodye2 fA0xoflthere; and

H@nﬁ}gﬁ d slits) 2051al, 2051a2, 2051bl, 2051b2
Béﬁks\ggigﬂﬁorms a?% the %%iE@;]r ection of the flap Ilne The first cutout
part (first trinm ng) 2510 as shown in Fig. 25, is provided in the
vi tn step yp2082,petwern thie qoetjmmmsmdy ﬂézmoﬁmeedﬁngatedcﬁorﬁ haidtirparid the. I n this
Caé@ntm‘ubué §o 2{ BI04t &BAGatad bbeawtmsflnﬁétvné?ﬁbéme [REEHALBRIE B@ﬁi/d%ﬂbﬁthel
I e

| AL 'gs e%if?t%@nm%? 30 rorf I e SRR 1 e SBERPPE i fle PR
po§atq:)mefvm@1 ﬁee/mﬂ re precnpsed frem Qamtothem@ the M diresHior shihennain oB dige.2130
is continuously conveyed on the flap line, the fol d-back parts 2051a, 2051b

t U§stR 52033, on the main body line, the flap continuous body 2130 and the continuous body 2120a
of the back waistline member are joined with each other so that a respective one of the regions
2030A configuring one flap 2030 in the flap continuous body 2130 corresponds to a respective one of
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(Exenplary Mdification 2) A nethod for manufacturing absorbent articles,
according to Exenplary Mdification 2 of Enbodinent 3-1, will be described

with refer naf hodf uring
b8 feBichs 28pPa cBufd g SRa RSO BE MR A Y et 220 M o 2o en
i ngentinuels bagy 2120a @féb@bﬁ@i@dalﬁtﬂﬁﬁm&ﬁ@})%n di ffer ences fromthe nethod for
manuf acturi ng absorbent articles, according to Enbodi nent 3-1 of the

P ShRS @weeagséo%?nté%@g%g@"ﬂ%q%&@ﬁuo&%oog%@ %Jaﬁgégg@gngaaggggg iy gﬁgg

be aﬁlgwgé%lmﬁnmﬁmaﬁb@n@épmewma& At ePndegemRnbmehesy da4Rp. 494
of aee disposea lﬁ(ﬂﬁ)ﬂcmdmcbﬁtgacemtgrofrtbebladpwﬁ@ﬂ;ﬁemerabercﬁtﬂmauous body 2130 of an
eI ongat ed flap to be continuously conveyed on the flap line. In step S2022,

oned r 2030A, on r_of .fol d;bac
osPablio s e E b e ai s e R 0B Ph e linecr Wit esdh B i ne
analong asypskpartindhe wiskhwise diseatios oftbecibsetienbartiglee f or ned, respectively, in
region including a respective one of the engagenent nenbers 2042a, 2042b.
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whi2d B0 f the baglgwaisting reeneb@bydneans ofan embessaofieras Utiasenigiaemigcyaeression
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di i Sﬁﬁdu%ﬂ]g%d)t/ d %)raé)tHe'rrHS%fa%ttEereE ih'rSdy S@é?ﬂ%dﬁ@bhlg&i y?én bARERIf tﬁé?lga as

sh bg rovi from a cent regi g up to an en
paPPnt)@UiOHS &Y &>irection of the flap line. In this case, it is preferable
that at | east part of the second notched part (second slits) 2052al, 2052bl

'S |1£eIBp'9208Y, thé ef §§éfﬁérﬁbﬁ&nbér@?0a9§@@@b%x%&é&éﬁér@ él?@ﬁfo@fﬁacfk'dé@t Wt h
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f omistiemeabes 2052a, 2052b turn up. (Exenplary Mdification 3) A net hod
for manufacturing absorbent articles, according to Exenplary Mdification 3

of %gg 0 @tc%rﬁfh $ fﬁwéj‘?ﬁ\é:&#rmﬁgodg bhy %ﬁ%‘b%‘fﬁe féht aﬁ’sthr?g member and

Hereln rln sor bent ar rdin, to
SRt acy e T e I

fobudyhr@atrprddétémnment@gfmoﬁeﬁdi&e net hod for manufacturing absorbent
articles, according to Enbodi nent 3-1 of the present i nvention. As shown in

h d f S2021, th
en§8 Bl B PEo3h 88 S SSar ol e e Hy?.?“@ad e eerlinBbighong L ' 2°
delpithaback wgistine anembeiase 64l that @lenothu3 ef the floshwaistioa nessAber@¥20Rg
oné theandtRW3e directorcsfrihe Absviserhadticle’it Bquaftoariemdthn@ast ¢ Hckpvdistifemember

COBhbAYAURS WiRAMLEYFEcRA Jrite Lb<dbdrt Bfticle.

While the foregoing embodiment describes an example in which the flap continuous body 2130
having the engagement members 2040a, 2040b disposed to be able to engage with another one in a
predetermined region of the front waistline member 2020b is configured so as to be disposed on the
continuous body 2120a of the back waistline member, the present invention is not limitative thereto. It
is also applicable to an example in which the flap continuous body 2130 having the engagement
members 2040a, 2040b disposed to be able to engage with another one in a predetermined region of
the back waistline member 2020a, are configured so as to be disposed on the continuous body
2120b of the front waistline member.

With the method for manufacturing absorbent articles, according to Embodiment 3-1 of the present
“invention, one pair of fold-back parts 2050a, 2050b are formed so as to disable the flap continuous
body 2130 to be cut all over in the CD direction of the flap line. This makes it possible to avoid a
circumstance that: the flap continuous body cannot be continuously conveyed on the flap line due to
the fact that the flap can be readily unfolded by a user of the manufactured diaper and is cut on the
flap line; or alternatively, advanced control is required to continuously convey the flap continuous
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In step 82022, in part of the aforenentioned regi on 2030A, one pair of

foI d- back part 2053a 2053b which can be fol ded back in an MD direction of
fIa anop05|t recti ntot{% direction are forned,
ot of i {7 1. resgioBR T srenelise Taendanbind GEEe of i he-engagerent

rrenbers 2043a, 2043b. As shown in Fig. 27, such one part of fold-back parts
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ar t318%9f hec trentawaigting nEsrebe and, avatics parhof 81e dordinupks bedyeri08-of theibiackbe
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t heppmeﬁnerdlaper\wdta pamts- A@es:mmn can biei gan@8ctusnion ghe bametceitimgtsterh el heeefbor, ned
ontr?eé &Rtybb Wrapdr it B (BAR2 PRIAGRMARLEBIRS FitRdt4Red | B
l!) ‘% p @1{5 p% ne | ea pr g%et erl#n ned re]gll%oﬁ aree tgl spog@d I'n
parci'I Bgs %9\” §8'ASQ:8HF Ui ng one flap 2030 in a conti nuous body 2130
of an elongated flap to be continuously conveyed on the flap line. In step
S2(Rbmplary m@dlf@noﬁh af orenenti oned regi on 2030A, one pair of fold-back

parAt b fo?%ésnuf%fuﬁgg A Seri O AR DIk o MBS | BaRadhe P

ine and 1 n an OpPposi ion ectron
r e§HROdIMRNty 31 nWi”eQPoﬂeSqFﬂEP@udW% rgfaraRgede i big- cive Hﬁfﬁdrl’?éteénb’@gé'ﬂ%thpd for
nenhmuﬁacﬂﬁmgabsammmelss strovmingtofxg@mpkdy Muadiffitatiore 1 péthe mesérndlinvdpdioR, yidlr t s

Zoﬁéades%%é@ fBE rﬁﬁ %?Pﬂﬁf%?é?%e% Ofr iR fref ﬁ?éﬂ%D or0 Rearfufdctirj r%“%BH(%rPBﬁf tarfididd, St

t t d
oﬂé@%@]‘gﬁ&o EU%& Fn%gﬁff?stg%BFﬁ?ef’ 'PH%?tW o)) 2541I \r/\ﬁlcclholnsof orned al ongI ?ﬁe z'\a/g

direction of the flap line. The first cutout part (first trinmng) 2540, as
shawhbwn i Big. 28, arhéngthe gt do Bk Ipeff¥@fied 6P Eap GgaLtif alep SEROhel shgdigeRiesht

Paiornthdr 260, GBath (WAfthizP0 dfpoldtftodedbid {d“c,?ngag'éxvﬂfﬂ%r?oftlé(er%@ﬁ Leation 5)
predetermined region are disposed in part of a region 2030A configuring one flap 2030 in the
continuous body 2130 of an elongated flap to be continuously conveyed on a flap line.

In step S2022, in part of the aforementioned region 2030A, one pair of fold-back parts 2051a, 2051b
which can be folded back in an MD direction of the flap line and an opposite direction to the MD

direction are formed, respectively, in region including a respective one of the engagement members
2041a, 2041b.

As shown in Fig. 25, such one pair of fold-back parts 2051a, 2051b are presupposed to be formed
by: one first cutout part (first trimming) 2510 which is formed along the CD direction of the flap line;
and four second notched parts (second slits) 2051a1, 2051a2, 2051b1, 2051b2 which are formed
along the MD direction of the flap line.

The first cutout part (first trimming) 2510, as shown in Fig. 25, is provided in the vicinity of a central
region in the CD direction of the flap line.
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A nmet hod for manufacturing absorbent articles, according to Exenplary
Modi fication 5 of Enbodinent 3-1, will be described with reference to Fig.
29. reinafter, t hod f.or uf acturing, abhsorbent artj.cl ccordi ng
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di Pe&hoan ivFigh bE, drhéy theresps T Befdeifoimadib@Eflapdné, it btepsS2021, 8 erjagehieht as
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f 1 disprserin neehef Rgeaie) 20BEM ePrfligriae opg flap 48¢ wmt'n#a%ba@fi $Gef Absor bent

ar elangeted flap dobdicogtituously eopVveyey dwibe flag ite.on 6 of Enbodi ment 3-1, will be
described with reference to Fig. 30. Hereinafter, the nethod for

manuf actur | absorpent. articles, acc i.\ng to Exe ry, Modificat] 6 of
hI RS S PAREY B Hrabierf L Dt RS et it SR\ Bhd il s plied ne
me Wil deprberfaldet deck in amgMBodimctiemof the flag lies anca oppesite diectomtsdhaddp 34 of
t helirgdtRBeiné frmedNicspectivary, if Reyion In'@lu'airg-a %@ﬁe@t%mddiméémg‘érﬁeht Bfembers

pe @9:5_57%4%9 a flap line, in step 82021, the engagenent nenbers 2046a,
2046b~wWhi'ch 'can be engaged with another one in a predeterm ned region are

di sposed in part of a region 2030A configuring one flap 2030 in a
comisishownsn Figap6,xLi8h oné part offatdrhatiepartsl 2052802 B2 bcare tpresuppssed toovey foy@edon

t heyf dridhirt Aot bAart $ArSRridAHrg) 2520 is@r IGAPHRTED irSBiRsh drase Asp RSO0A,
i sk e SRR

n _be fol
ad _ it Pt fored ARngMI et on
ar diredioneditherfiepdiset i vel y, in a region including a respective one of the
engagenent nenbers 2046a, 2046b. As shown in Fig. 30, such one part of

folk«gl- r r . ; first
curBe i & Ba e @St BT avediaR SRR PRE 26 b Rt Sf R Broeal BRI o of
t héeadingdin e engrrprt X toe Cdhdiregiiop of thedlap lingecond tri mmi ngs) 2561a, 2561b
which are formed along the MD direction of the flap Iine.

In this case, it is preferable that at least part of the second notched part (second slits) 2052a1,

2052b1 is comprised of a severable line such as a perforated tear-off line. With this configuration, it is

possible to prevent a circumstance that, when a flap continuous body 2130 is continuously conveyed

on the flap line, the fold-back parts 2052a, 2052b turn up.

(Exemplary Modification 3)

A method for manufacturing absorbent articles, according to Exemplary Modification 3 of
Embodiment 3-1, will be described with reference to Fig. 27. Hereinafter, the method for
manufacturing absorbent articles, according to Exemplary Modification 3 of the present invention, will
be described focusing on differences from the method for manufacturing absorbent articles,
according to Embodiment 3-1 of the present invention.

As shown in Fig. 27, among the steps to be performed on a flap line, in step S2021, the engagement
members 2043a, 2043b which can be engaged with another one in a predetermined region are
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The first cutout part (first trinmmng) 2560, as shown in Fig. 30, is
pr ovided all over fromthe second cutout part 256la to the second cutout

h%pﬁ%#%&a%@%rr@?p%@ﬁﬁé ﬁ@ﬁbgﬁ?sgrbﬁﬁré@”aes RS Bery "
Nbéion%@ﬂrf@ﬁ tg bercoptimusirsenveyed onghe flapdénelescri bed with reference to Fig.
31. Hereinafter, the nethod for rranuf acturing absorbent articles, accor d| ng
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Fi diredibn amimgwetih&aspeawelyt o rbgropmd@nmjr@pecth/e drleaqd the ergagemest BenBR021,

fo?ﬁ gent nmembers 2047a, 2047b, 2048a, 2048b which can be engaged
aﬁot her one in a predeterm ned region are disposed in part of a region

2030A configuring one flap 2030 in a continuous body 2130 of an el ongated
f | Ap showhén Egn 7 meuchsing pactrof &yléthacnparts 2QG43al 20f3b i presuppos2iR be formedby: of

tQSPg:ﬁ ‘égﬂ%gfﬁ&f‘@%t‘hﬁﬁhﬂf@ @9§@®h|&@f6rﬂbéahﬁ©‘1hé’@'ﬁe§r§%g§7 Bfth@%ﬁhné‘"@l&t@r‘ g?n
0 SR e R s S SUBL e B ToneS By e aivyRnit RendUREP SRRgEn o 'Y
20t1®rf]apdﬂi@ two fol d-back parts 2057a, 2058a which can be fol ded back in an
opposite direction to the MD direction of the flap Ilne are formed,

et spér%i%ﬁ%@%%% r@‘j %ﬁg"%?h'é\f’?or’?dzb%n SR FIREBE"T
pr ieedgoindte anenskparbK irtneriyl disaetioniaf e fleptlted par t (fr rst slit) 2057a3
formed al ong the CD dlrectlon of the flap line; and two second notched

pamt?nsl(csa%%orgg ﬁéferﬂ%wfgﬁéaﬁﬁgaﬁ‘ﬁwf f@g nbf&hé@ é?:'oﬁgéﬁtis 5%f the flap
g

o1 2053 e CABPERGR OfAPEvarai e le SUarTSs 5BERNa BRI fF ek Yiibdtisa0m for N

di pesdibleto pfevehia Eiraumdtante; thathdhema flap contthuoas bhdy 2(H3A0 isscoftrmaamisty csinrve;sgd

ZOéﬁ%ﬂa?;ﬂﬁr%aawérerdoémrp@néqom Jos3bfgnMp. direction of the flap line.
Further, the fol d-back part 2057b is presupposed to be formed by: one first

not ched parM@;frrst slit) 2057b3 which is forned al ong the CD direction of
t héExanaglanyiMedificgtian tho second notched parts (second slits) 2057b1l, 2057b2

V\hACfrhéth@dff@F nipdnifactufieg Mibstirbertt boiglesf ddaerding@pol Eremplary tNMiedificatien #hef
ﬂgq%%ﬁﬁerﬁ ;105@@8%' Eeﬁd’rﬁé&%ﬁﬁ e%férgn&e t{y Oﬁlaec%é)?ll'ﬂg%%atﬂ'el: S e”%&??cﬁj Rt

| i rr@nuéawrm@@etb@ﬁaarﬁel@é RGOS 19 fi@gar&am Mqdificgy ro%@%tﬁ@ PTORREI RO ik o
f obeedesanbédhefobBinl reec diffeneraiest fiemf thep matined  fér a:mmﬂxfayhurmr ahsorhgntbarticles,

prQ&Ecﬁi?ﬂg'té‘Eﬁ}Berrﬁerﬁ’f@W@fthé%rééén%%’rﬁ%ﬁ four or nore engagenent menbers in

part region 2030A configuring one flap 2030 in the flap continuous
body 2130 in step S2021 and to formtwo or nore fold-back parts in a region

i néssdpwg in hig. Brigenetne stepsdens nafognegpon sfapdine) in stap 2@ s the engagemen
pr AHepritadel @0uhat 20440 @dkh @A be @hghded hith sdnoftedr adredinparpréddiéitindd sddidis are

204 Blsc P {PpaT or 2P ifch, z@@@@t%gn@rﬁaafmréﬁ 02880 3n SPUGHAALE: bbF 2146/orh 2

pr elpegated flap i BrepaiUoUBl SPNVaMRE Pt h% f & cont i nuous body 2130 is
continuously conveyed on the flap line, the fold-back parts 2057a, 2057b,

20RPaep 2208D, ik PpaR ofithe aforementioned region 2030A, one pair of fold-back part 2054a, 2054b
which can be folded back in an MD direction of the flap line and in an opposite direction to the MD
direction are formed, respectively, in region including a respective one of the engagement members
2044a, 2044b.

As shown in Fig. 28, such one part of fold-back parts 2054a, 2054b are presupposed to be formed
by: one first cutout part (first timming) 2540 which is formed along the CD direction of the flap line;
and one second cutout part (second trimming) 2541 which is formed along the MD direction of the
flap line.

The first cutout part (first timming) 2540, as shown in Fig. 28, is provided all over from a central
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(Enmbodi ment 3-2) Next, a device for manufacturing absorbent articles,
according to Enbodi nent 3-2 of the pr esent i nvention, will be described
with.referenc . e device for manufacturing
abSHPR afb?@qee?@ '?g"epeé\fﬁrﬁgt&ibra?fﬂﬂe 3 Weyagenent nember di sposi ti on
rrechanl sm 2310, a fold-back part form ng mechani sm 2320, and a j oi ning
mg@fcd{bhs;) the engagenent menber disposition nechani sm 2310

?Bg:r%%tagd for R AR SaBsdthert] SRleES Yo ;@@{) BRerfblhy offaRph 8 ot 11
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thma@fumn | abeeriant artickds, sdtowting 1 iegnpla Mddificaticr® 8 tof theopresevt iventié, 3l of

rq?l Q92hE ifol:?sﬂ é orpedlffe(?éﬁdeguﬁ&ﬁl ?ﬁl%éﬁéfoeqoro aﬁwufféc@tprﬁg' %ﬁs&gg@oﬁﬁtc%%wl

oned a |sp03| ion mechani sm I'sposes
engaesdBato #@9@034 8 Q(B’ﬁ@ﬁ?”Wﬁ‘iVQW'QE‘an be engaged with another one in a
pr edeterm ned regl on. The engagenent nenber di sp05| ti on nmechani sm 2310 has:

an A %'HS\WP %4'18!5 %@eﬂs%%%‘ﬂé@foﬁﬁ@d‘ n%rﬂaéﬁae% in @? ﬁ)%jiztheaéﬁgag?ﬂngﬂﬁr

P o re§§z§4 54 é@é«h Gy B aga] AL EROLEEOR? A Bisdeles BB Rt at

pr dispvszdcinmedt df @t regioal 2)36A canfiguiing oneiflap aﬁﬁ@mc@wtmﬁomm&mbbﬁ}oﬂanade roller

23é%ng9fédf¥l|aﬁri<9bb%n%o@%ly%h c?%%Je%thé\tﬂa 'ﬂﬁ‘e' ower blade roller 2315, a
sucti10n hole 2315A 1s provided for suctioning engagenent nenbers 2040a,

2040b formed by allowi ng a continuous body 2140 of the engagenent nenbers
t o Irbgtep $i2022n0 partisé thendfapeentioned regian) 2G39Ap pos paiedf folsrbanktrartySbae2055b
CO%idhlﬁé;n%ebf@Qﬁéd%béQ irPan M@d@wm@ﬂm@tﬂaﬁmﬁ@gn@ aheppeste diketided the Mz and
e
- oflegton 2fE e RspediRl. BPediof ioRMHoE Rk e e s 1 Ros¥ B oy

212@ %1 20febengagenent nenbers with a pr edet er mi ned adhesive force; and a
second conme Z2 is provided for bringing the engagenent nenbers 2040a, 2040b

thak sAbfn uﬁ;ugi&? t@ﬁcﬁ%’é aﬁg)fW@Ea&lﬂﬁarﬁé’%@%@%b@gﬁr&@go@éd t’ﬁeSI o ement

ettt Be s R 550 e Song B shoee e i T et pher °°

21460<m‘d auteit gagdgeoopdtrimeniig 2651 fitevedmiarg thg MIhdukertion e e ﬂa:pthn.@one Zl
adsor bs onto the circunferential face of the | ower blade roll 2315 by neans

o1 The e e ey Ul AR Y8R rS BnauE b SiG @ SRt St i ”%vé*%‘?
enmn@mn erchpart ¥ (uhpit Y iarnesie & mramd)aw( tihEeceRdiraaiinmsofiriflaping of

the engagerrent menbers being cut between each of the blades 2313A and the
QM@&E&LBH% enment nenbers 2040a, 2040b, when passing through the
ond into int contact with t ri ace _of _the
|oﬁemeaﬁ cof oinpENTASRTE0 b3LSEIRHE. BRCERe SEGEENn P oELerBERER Mo tRaion oL A
seE&orimbdinoerd 221, wivillhbet desdrippd nyith hleferemmrt@eﬁgnt&()al Hemiwftef, thee masiea for ade
roHa%bfa%ﬁiHﬁ aﬁfsbﬁfe\wamélestét@o RIAL A9 MRRAfafOHO af theQAeserR Rivears & t he

(L8R SR e R L ?&ipﬁwf ohi’%tﬁ?ﬁo?@ ﬁ&a&@%&%@ﬁe KRB pAc
foEGCQié@ETQ)EmbOﬁWﬁ?ﬁT@g REBR RFFSERt P¥STIoRecor di ng t o Enbodi nent 3-2 of the
present invention wl| be descrl bed with reference to the draw ngs. Fig. 33

S A3 ABWA ﬁrg' ?b@%e% Iled8r & nB8ife, n%ﬂéb'@d%%@@nﬁggéﬁéﬁ

accor ai ?
" T er% 5% h%qaa “engagee Wihap %@éeanﬂ@ Sl IETEMEIRUGIR “hody
21HBpoﬂsécblnfpaﬁdlvflaaeQIOp@lOBOAODmﬁgmgngeohﬂap Qaﬁ@r&m)ccjnfomneu@ﬂ@ prdof@n f ol d- back

pa%lfoﬁgg@é@lép t@BéQl@nMo@Bly%@ﬁveﬁ@dwtﬁéﬂa;bﬂn% inan MD direction of a flap

line and in an opposite direction to the MD direction. The fol d-back part

form ng nechani sm 2320 has: a cutter roller 2321 rotating about a support
shé step 53022 Ha wait-of kiepfarepiantianediadian 20899, erg P#T AidAldrkp H@ﬂfaoééac%?%bnuous
bodichls30 Hecfoldedatk e g Mthdireatibreof taadap fiee and e oppaditeatire2dilto the MD

direction are formed, respectively, in a region including a respective one of the engagement members
2046a, 2046b.
As shown in Fig. 30, such one part of fold-back parts 2056a, 2056b are presupposed to be formed
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A circunferential velocity (V7) of the cutting roller 2321 is substantially
equal to a conveyance velocity (V4) of the flap continuous body 2130.

Af b ocessi bl ade r. formng fold-hack parts 2050a, 2050b
By R B8 T R e 2o 2l ' e en B AR SR s 3214
coané sposetondeutdud path égesond trintraings) 25631&&;R5®‘dxwhizb50aformeammngMb2MDt he

] Old BN R fHRARIpIiMe 2330 according to Enbodiment 3-2 of the present invention

wi I'l be described with reference to the drawings. Fig. 34 is a perspective
vi ew showi ng the joining mechani sm 2330 according to Enmbodi ment 3-2 of the

pr &befiest puioemarbﬁﬂrstmr@mmwm asisjows 4 Fighd0, is pravisgdratlcaven frem the seceishds

t heutbliyfart268 liarty thes sdvoy c@fb&@p}@ﬂQSSTEanm\UDWMO@OﬂMeZIéﬁCﬁaeOf t he back
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arﬁ)@ q’fgf'(@@ﬁ'f‘l uous body 2120a of the back waistline nenber. On the
maAn nmilubd | fonemésiifeptu @2 3sbsoeEnt oartidesb @eedrdinghdo j Exernplgryrd\dbrajﬁcaiingS’SQJf
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P R ko s SPeRe RN T R B! Hecsies e iestics mg"
mebaafkssribaB Jocusing eme differances fr@rm@e.snmm fczssmnum&mrmnbe@reﬁnﬁ articles,

vehesdrdivg (0/Binbetinsatt B-vorehepidsepf invéttioar s 2331, 2332 is substantially equal
to a conveyance velocity (V4) of the flap continuous body 2130 The roller

2331 EU|des t he conti nuous bodé 2130 of a fla 0 be conveg onto the
cofsishawnd bigdg1. 2meng the stape to he retaind %@erf@ﬁth@n insfer §e0% FRF hand, the
- I obhgaigel 332 mankmwa@eﬁa 12047 e2048h) 2048B3&iclwearnbé brgaged withiensthéoohe iRE20a  of

- m %rérﬁl &e QHﬂaHr& fafddith A 8t fids 9030 R
S e T 01 0c e

body 2130 therebet Ween In this nmanner, the joining nechani sm 2330 bonds

t hgy &eHBRO2D Us paRdythé kBBrembntidied bibn PBBOA | tivBgolBRyERR bafts @058 A058B wiisH

1 b BRI Ol o W BT RO PorehE Effé‘ér)afiﬁﬁeﬂi%%%&“e@ g G8pdRIgghes? 1"
| i FasPaeliveenePf e engagegent memb@r 204k, 2048k; and twnéolaﬁsa&kpeﬁﬁ 285(2.4058acan be
manmfchaian bedoldat dadsméarmppbelte difection ltcsth,e WDelireetpreoftthaflap finearecfaménd

aPRIg Béﬁv@y‘a@’a %glo“r‘ﬁﬁ E‘i’ééﬂegﬂvdé ﬁhB *éﬁB%@é%n erﬁbﬁﬁe%d%%?%%a.

i nventi on en t escr| eta| or egoi ng
enbodi ments, it is apparent to one skllled in the art that the present
i neishown i Bigndt, the feld-badkyeart 2057ads prﬁsunpmdtts bedenedeyl dne firstenotched part

S p étfsm abb 4B forried Broﬂg(ﬂﬁé SPW@BﬁérPGf th@flap neé Antitwe sgg%ncgﬁ%tgneuhgamfegggt
i; ?'q%%ﬁ§g)t528g%{wg é"q equPecﬁr?Ph%OQb%ga@E@%rl p!tO ive mattePs of the

pr esent specification are intended for the purpose of illustrative
exm aduitionotie feldcbadk pad 2068 & Eresupposed & be formed miyngné first hetchedpan(first slit)

élSn B RAERIARBU AN R Bk open N
gégéégﬁ;}g%:{ bﬁg m 3@' ai&](g qHP Pese at_ent p Ication NO

3§ fo 5@6’9 ﬂ:‘fr IR PENEdaPANPhe present
speC| fication by reference.

Further, the fold-back part 2057b is presupposed to be formed by: one first notched part (first slit)
2057b3 which is formed along the CD direction of the flap line; and two second notched parts
(second slits) 2057b1, 2057b2 which are formed in the MD direction of the flap line.

Furthermore, the fold-back part 2058b is presupposed to be formed by: one first notched part (first
slit) 2058b3 which is formed along the CD direction of the flap line; and two second notched parts
(second slits) 2058b1, 2058b2 which are formed in the MD direction of the flap line.

A configuration may be provided in such a manner as to dispose four or more engagement members
in part of a region 2030A configuring one flap 2030 in the flap continuous body 2130 in step S2021
and to form two or more fold-back parts in a region including the engagement members in step
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| NDUSTRI AL APPLI CABI LI TY As descri bed above, with a nethod for
manuf acturi ng absorbent articles, according to the present invention, there
ca @? provi ded a nethod for manufacturing absorbent articles, which is

%g % of preventing an occurrence of a failure caused by the fact that
positions of side flaps are not coincident with each other in the MD

di nethid caveott |stpi“r§fei’@d|é1tHa@dMeé$tm>@rt oMHe st notsted piabtsé(ﬁfﬂt slifs)2062a8,205708f ol . I n
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f ocontiryioaslgicdevdyedmn the fifyw lite, teeidid-backmarts\2087ad057bc20%84, 2088b tuFmupher ,
vvi th the absorbent articles according to the present invention, there can
£ BVI ded ggyet hod for manufacturing absorbent articles, which is capable
Nt de flap which a user can readily unfold, whi | e achi evi ng
corNaXhLa)dew@e) fareyanidfactofing abserpetoarticlasi oagsorstinty tq Epmadirents3- Beatftthparregerdsn a

fl #vehtidre \)Mltkftobléscfﬂbég With esrBlePite agVEigCed BomGr k. Th¥V@dvides ¥ mbRBRCciuging 1.

ar Eﬁ%ﬂ@%m a?@%@%% @ﬁfﬁ%‘ﬂ %??@35%9%@?%@%%&% o Pgé‘ﬁéﬁ’ Fideh i S0k e R ok

ba®Rrt 5&"1‘9 mgalbRRiFM 2530 ranska iPHling meajaN#N 233Ps i nt er posed bet ween the top
sheet and the back sheet sai d net hod conpri sing: an engagenent
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contlhuous con I ne, di sposi ers which
caRTasEnRYerion Wil B dssrsbRd Eerewcs SRS PG SRCTSEECHEEY  dos of
t hehowingan dngagemekﬁnenben@smomimgm«snd%ﬁhaq:cmd:og ta henbbHipenitida2 of the
a btawenfAventiog. step of, on the flap line, formng a flap by cutting the
continuous body of the flap line al ong a dlrectlon crossing the conveyance

direction of the flap |ine; and flap dldefPOSItlon step of, on a
cohsishawadn bigdg2.dn amnwm@aﬂ@ab@[b%@obé an elangatacdliapdothe GopkipueHSHRIRYeyed

convieyfs lins (ia step B20Didyiehiidred abosepme@gabewfehameatbeadtspedﬁérem@chamsm
! ”b@ 96%%13 é%s é}%tagém%ﬁf‘ﬁw mﬁbb&ezdﬁ)ahé‘(?ﬁ% \QIHIBHQ ﬁb&%ﬂé&?@d‘ﬁﬁh h&th bﬁ’é‘moé t he

erein |ne atera S|des of
th@r §998dy of the flap are folded back to a centerllne si de taken
al ong the conveyance direction of the flap line; the flap is disposed to
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At the upper blade roller 2313, a plurality of blades 2313A are provided to be arranged at
predetermined intervals on an outer circumference of the upper blade roller 2313 and along the axial
core 2312. At the lower blade roller 2315, a suction hole 2315A is provided for suctioning
engagement members 2040a, 2040b formed by allowing a continuous body 2140 of the engagement
members to be cut; and a bet blade (not shown) is provided for cutting the continuous body 2140 of
the engagement members between the bed blade and each of the blades 2313A.

On a circumferential face of the lower blade roller 2315, a first zone Z1 is provided for bringing the
continuous body 2140 of the engagement members with a predetermined adhesive force; and a
second come Z2 is provided for bringing the engagement members 2040a, 2040b that are formed by
ensuring that the continuous body 2140 of the engagement members, into intimate contact with each
other, at a given adhesion force which is stronger than that in the first zone Z1.

The continuous member 2140 of the engagement members, when passing though the first zone Z1,
adsorbs onto the circumferential face of the lower blade roll 2315 by means of the suction hole 2315A
formed in the first zone Z1 while slipping the circumferential face of the lower blade roller 2315. At this
time, the engagement members 2040a, 2040b are formed by the continuous body 2140 of the
engagement members being cut between each of the blades 2313A and the bet blade.
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t he engagenent nenber does not reach the end of a |ongitudinal direction of
the absorbent articles. 2. The nethod for manufacturing absorbent
articles, as set forth in claim1l1, wherein: in the engagenent nenber
dlsp03|t|on step, the _engagenent nenbers are di sposed at the_bilateral end
si Heasengagement BIRMaain a4 394@@ whes rassipg thirugh Kie $50CRE 8PAE £8ntPrEPHBL of

t hatirmatat domtemt svith tiey perfohe et fddeay trar lewkobldee rdiec R3 by heace of thelsuctioshdle. 3.
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theodyl#Bo, 4. The nethod for manufacturing absorbent articles, as set forth
in cllaim1l, wherein: in the engagenent nenber disposition step, in

t he conti nuous body of the flap, the engagenent nenbers ar dIS osed at

bolNextsthgdelddracly ppit &(mm meehanism @820 RecHding & EMhedinaRits-4Pbing Rregent
coiRventianaell Bé desdribed with refegerfdeap the drawirasdrig. 32iser pdrispedtiveeiesnatdwing there

co !d F}%ﬁngfméézrﬂﬁmgnlna%gb%c%%o%@ ?ﬁbédﬁ%ﬁnfﬂ"@ of B pre8entdh\iiBioh he

center nmanutact uring absorbent articles,
as set forth inclaiml, wherein: the bilateral end sides of the continuous
bo,dyshrﬁwm meFify| 36 irapart 6fcd ehgebrbarkgaring enedlapt 3826fin thenfiap, cordinuqussbenyt 21630, f or

gatu%k sn?ﬁﬁﬁdoﬁ@&hémém%%forﬁ@ orelp aircafrdldbac;e aited50a, POSOILVAIChi N t he
ek v s i e e e
respective absorbent articles pr OVI ded with a liquid-perneable top sheet, a
i e Md-ﬁwwﬁﬁ@hﬁingmh@h@m 2320hsa R catsabher232dirotatinglbouttesuppoedshaét ween
g ot Sovit)BStd ABfhch P8I 3552 fPPHchingBhE S YA RRUEEIBEAPE 1D between the pinch

roller and the cutter roller 2321.

A circumferential velocity (V) of the cutting roller 2321 is substantially equal to a conveyance velocity
(V4) of the flap continuous body 2130. A fold-back processing blade 2321A for forming fold-back parts
2050a, 2050b is formed at the cutting roller 2321. The fold-back processing blade 2321A
corresponds to the shape of the fold-back part 2050a, 2050b.

Next, the joining mechanism 2330 according to Embodiment 3-2 of the present invention will be
described with reference to the drawings. Fig. 34 is a perspective view showing the joining
mechanism 2330 according to Embodiment 3-2 of the present invention.

As shown in Fig. 34, the joining mechanism 2330 bonds the flap continuous body 2130 and the
continuous body 2120a of the back waistline member with each other so that each of the regions
configuring one flap 2030 corresponds to each of the regions configuring one absorbent article in the
continuous body 2120a of the back waistline member.

On the main body line (step S2033 mentioned above), the joining mechanism 2330 bonds the flap
continuous body 2130 and the continuous body 2120a of the back waistline member with each other
so that the MD direction of the flap line corresponds to the MD direction of the main body line. The
joining mechanism 2330 has one pair of rollers 2331, 2332. A circumferential velocity (Vs) of such
one pair of rollers 2331, 2332 is substantially equal to a conveyance velocity (V) of the flap
continuous body 2130. '

The roller 2331 guides the continuous body 2130 of a flap to be conveyed, onto the continuous body
2120a of the back waistline member. On the other hand, the roller 2332 is opposed to the roller 2331
with the continuous body 2120a of the back waistline member and the flap continuous body 2130
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an engagenent nenber di sposition nmechanismof, in a continuous body of an
el ongated flap to be continuously conveyed on a flap |ine, disposing

engagenent ) i ch can be.engaged \.th .he i,h a predetermn ned
o bRDE S ofaboherns O ur O RRES 2tn 2200 bty BB i elieoRs Bty
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Ceﬁ%ﬁgé@ﬁ”ﬁl gﬁgo%l%? conveyance direction of the flap line; and - a

cu PEREErT | ‘'mechani sm of formng the flap by cutting the continuous
body of the flap along a direction crossing the conveyance direction of the
f | @Dthier thirdasmebaalimentyont i nuous body of an el ongat ed absorbent article,
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enghgmres tthereedrentialordentcadibspappeapriztely beleetad actortding thlitaputposedi sposed at

the inside of the end of the flap; and t he engagenent nenber does
each th d of | i tudi pal .dir.ecti f t bent ticles.

5. IR plropalvelop dee AP RO sesr B aP i vatey & TR 3 Sholnd bidisretn:

ar tticarparentdy poe gkiled in the art drat thepresentrirvention isrnotdmiative tadhe embedimentder |

andesdripedn therdpecificstioneThe peesthtenddriioh carbetchired dik B @fodiied dritealleasdk

1eL 8B RBITRR LAt RAAIOLRPANY S SIS ERMIRbAYefined by theHhims,

en genen menber df sposi tFon step of, I n a contlnugus body °of “an el ongat ed

il 3 teérrBthe SeesTiRtive Slajtersoriviag REpseRt wperifigatian aie intancgshior Hig RIkBeRfeMent

neithstrativetexplanation, bad dogaykaveraryinatativéd ereaaing to thep@sedieihesntioned regi on, at

both sides of a centerline taken along a conveyance direction of the flap

cul B ggtErenisdin o BoatcyRleRr g tondpid:Pien NBhaOd Fasded Med s deric s
coRr0e§)ance/apaness Pataniaipplipation e 2008474778 (filed en Masgh 85,s3099) aieoncerpeated on

a frethe pheudyit patfficatibrsppifdtanédie flap on a continuous body of the front
wai stline nenber or the back wai stline menber so that the centerline is

orthogonal to a conveyance direction of the main body |ine, wher ei n,
on the flap line, bilater ANRURTRIALAPBEIGARILEDYt i nuous body of the flap

are folded back to the side of the centerline; the flap is disposed to

Cr asiedeMedtdbode el 4 Rt foPfaf %{J?iﬁ tab??rb'bﬁtﬁﬁéles, accordi tﬁﬁ%?&%ﬂ?”t

menber..1 s not di spose t thﬁ]er} of the .ag ub dtlsrpqse at t |r15| e of

t hIVERtP, fhere gan Fg,rovgjﬁgl a method for manufacturing absorbent articles, which is capable o
preventing an occurrence of a failure caused by the fact that positions of side flaps are not coincident
with each other in the MD direction of the main body line, without need to employ advance control.

In addition, with absorbent articles according to the present invention, there can be provided a
manufacturing method which is capable of achieving a stable conveyance state and restraining
material consumption at the time of forming a side flap, without need to employ a complicated step.

Further, with the absorbent articles according to the present invention, there can be provided a
method for manufacturing absorbent articles, which is capable of forming a side flap which a user can
readily unfold, while achieving continuous conveyance of a flap continuous body (continuous belt
part) on a flap line without need to employ advanced control.
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t he engagenent nenber does not reach the end of a |ongitudinal direction of
the absorbent article. 9. The nmethod for manufacturing absorbent articles,

a? set %Hﬁk icI n18 conpri si ng a wai stline nenber cutting step
o] on i Stine, setting a continuous bod e fr istline
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are fo to t t d dth

o %ﬁaosiné%%téé8%25%3'@%@@8%2@%&6 SR dr'ﬂiﬁisﬁ?

the flaprticlelto beheontiaurpalyf envenad el euima stdmrﬁﬂsm%rﬁ% lapsals gt
forth i predeteming] indenpl 6 ithej aacerntedlr@fISftekeﬁ aprg @@pau@y%&:ﬁtdlr&ct@n of
pr edet etha math Isddyplne, n part of the bilateral end sides. 13. The nethod for
manuf act ur i nghahserdrethe g lird, élatersl eret sitles bh thencomtauou8 bodyesfeha:flap

in the gfwwsécmeén@rlﬁ@@uélt@KbrSéleag the cbRgegaitiel ditsptiontgidiie dfapt he
flap, tf engagenent menbers are di sposed at both sides of a proximal

region o &S@E%c NIwidiE dFRBNGY atRe AlistRsdrtamigbst he flap
i c,edeg“?nso ee? t@%rsgsf,&@glunﬁea%gm A bitisgd 4 be

the msndew? the end o?ﬁwe
the engagement member does not reach the end of a longitudinal direction of
the absorbent articles.

2. The method for manufacturing absorbent articles, as set forth in claim 1,
wherein:

in the engagement member disposition step, the engagement members are
disposed at the bilateral end sides of the continuous body of the flap; and the
bilateral end sides of the continuous body of the flap are folded back to the centerline

side.
3. The method for manufacturing absorbent articles, as set forth in claim 2,
wherein:

the bilateral end sides of the continuous body of the flap are folded back to
the centerline side; and the engagement members disposed at the bilateral end
sides are engagingly stopped at the continuous body of the flap.

4. The method for manufacturing absorbent articles, as set forth in claim 1,
wherein:

in the engagement member disposition step, in the continuous body of the
flap, the engagement members are disposed at both sides of a proximal region of
the centerline taken along the conveyance direction of the flap line; and a severable
line enabling the continuous body of the flap to be divided into two sections along the
centerline is formed.

5. The method for manufacturing absorbent articles, as set forth in claim 1,
wherein: the bilateral end sides of the continuous body of the flap are folded back a
plurality of times.

6. The method for manufacturing absorbent articles, as set forth in claim 1,
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14. The method for manufacturing absorbent articles, as set forth in claim
13, corrpri sing a step of formng a cutout part in a predeterm ned shape in
part of I‘OXI t hod for manufactur or bent
articl e@’h tthq”ﬁ@@ FI'S?’HS'E'P& %ﬁplth%\ﬁ%‘? 5 iRnedon the ?qnéfBUaF%bBaYPF st ep,
the fl apP$y F@)‘ifﬁ’@@eon t he continuous body of the front waistline nenber or
t he back waistline nenber. 16. The nmethod for manufacturing absorbent
articl e, asAgivideofarmanufathirimg8absoopgnti atinlgs, respective @bsparenteitieles
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of the back aamiuting diepositidre meshanisat obtorming the flamgylcuting the ¢onginuous

wai st | i bedyrefriter flam atong altdivecSen drasstty e alnvelyenadsioebitont oaiha dae line equal
to a | engd lonod chbhtnleaskooi it an e ngatdeabsdtbEheanticd lidpesird thecllapat af t he

absor beBFed@'térhﬁh&i intdrPal D BRY teecdREriRB M{AGhUWbMG aalas0eRaite @ifddtionast, a
respecty articles provided with a front vval stI i ne menber,
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bot h si des oMeHREaN mgﬁ e o2k SR epl e Eengl AR T
line, ifea Qﬁﬂﬁ??ﬁlﬁfﬁ@e%ody of an elongated flap to be continuously conveyed
on a flap line; an end side fol ding-back nechani smconfigured to
fold ba8k bi Aanethatl fermasifdetirion atisertantartinies: Issggcive absorbeabartisles si de
of the pmvidad iwith, aafrdnt waistlina mentdeng adbsaploswaistimenerdnapérs b rdrdtplir ed t o
form t hendnhigr dpnneutihg tige tfilodit cnstiime onembedgndfthe Heackl waistinengieantsiirrtect i on
cr ossi ngatihetHed ey altgisodeseptisiag: of the flap line and, disposing the flap
on a conti nugyseRfh% nﬁgnttrlﬂ@ beP Ndispeditdr 's gMiera %nﬁﬂ‘i@o@%’éd%ﬁ@n‘ ne
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absor ben egro a cen?érhne taken along a conveyance direction of the flap line;

a flap forming step of, on the flap line, forming a flap by cutting the continuous
body of the flap along the direction crossing the conveyance direction of the flap line;

a flap disposition step of on a main body line, disposing the flap on a
continuous body of the front waistline member or the back waistline member so that
the centerline is orthogonal to a conveyance direction of the main body line,

wherein, on the flap line, bilateral end sides of the continuous body of the flap
are folded back to the side of the centerline;

the flap is disposed to cross a width direction of the absorbent articles;

the engagement member is not disposed at the end of the flap but disposed at
the inside of the end of the flap; and

the engagement member does not reach the end of a longitudinal direction of
the absorbent article.

9. The method for manufacturing absorbent articles, as set forth in claim 8,
comprising

a waistline member cutting step of, on the main body line, setting a
continuous body of the front waistline member and a continuous body of the back
waistline member at a predetermined length interval along a direction crossing a
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t he engagenent nenber is not disposed at the end of the flap but disposed
at the inside of the end of the flap; and t he engagenent nenber does
not reach the end. of_ a | gitUd' ngl .direction of the absorbent articles.
20. A nEPREYAN6E lBriH ttB i’?@”é’ﬂaw'ﬁﬁﬂt articles, a es ective absor bent
articles proVhasinia visthiy @ gHeclien Srpsine therprierling ‘Béé? 'gﬁi@ﬂ"?'ﬁ%r nmenber ,
and cr othe the mbedetesnineddendh iiernvetont wai stline member and the back

wai stline nmenber to each other, said nethod conprising: a fol d-back
part fod@i ngTké epethbd fon manufaofuriagr @pgavbertoaftiolps; i asy sehdorth dp ¢laina 8,

conti nughsrdiedy of an elongated flap to be continuously conveyed on a flap
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with another one’1n a predetermned region, respective one of said one

pair of  fol d=pback parts: and . jaini.ng.step_Qf i.ainin { nuous
body of ;{Lgre%é %w%tﬁadaf%g%@@%agt&fgn%oaggﬁlooqer{th%tl?lleghfagv\%tglp F[lhn@I %ﬁﬁgd’or a
continu dy of the back waistline nenber so that_a res tive e of
regi ons conf iNgupilateral and Sdrs of Hie entieopsiasiy of herapatg F‘Sée‘é)\rg)@cgﬂo

r egi onstheorentgiinengideaiandothe apgrgaseent memkars ¢speses af dhe kilgterel end
menber eidesae baghginglystoppas atghbeontintmust begy ofthaifleposed to cross a width
direction of the absorbent articles; t he engagenent nenber is not
di sposed2at The rasthodf for headdfaptubing abseposddartitieshasi seti fdethoin tlaémet@ of

the flapoymafsing a step bR reNAAEENBMIt pRTTHER Flegstdmdingdesisdpd ire partdofothea
| ongi tughé{g}a@aa%égpn of ?ﬁ% absor bent art‘iﬂgl es. 21. The method for

manuf act uri ng absorbent articles, as set forth in claim 20, wherein:

in the | d- r rm | Of f = : Sg are
f or med &i o1 16 Bl B RaRphaB L AR etneRt AflEe, 2o 1ot JpRATH BRThCe.
formed al Sﬁedn'awdi rection ¢rossi 1 he.conveﬁan B direction o tﬂﬁ flap line
and at |east'™ 89@9388@@8gﬁ1ﬂ3 d %Qfsgmﬁﬁ né %&%B %ﬁ%ﬁﬁ;&%‘ﬁ f or med
al ong t AiaP.dbRREgagemeqt Meataash ap disResed ahbetnRides oba prgximabiadinn PhHR
manuf actertentiedbken blong the craveyancadligstion of the flap Weiiapdzsevgiapls ine
in the poablinggthetoopiinwouseledicef the flapdo b divided ifadeawectiorsBiong tei ch i s
di sposedenterlmeriedgrendd.ve one of said one pair of fold-back parts, is
engagi ngly stopped at the continuous body of the front waistline nmenber or
t he back4wai $héinfstho® fdrehanufacturing absorbent articles, as set forth in claim 13,
comprising a step of forming a cutout part in a predetermined shape in part of the
proximal region.

15.  The method for manufacturing absorbent articles, as set forth in claim 1,
wherein: in the flap disposition step, the flap is joined on the continuous body of the
front waistline member or the back waistline member.

16. The method for manufacturing absorbent articles, as set forth in claim 8,
comprising

a crotch member disposition step of disposing the crotch member so as to be
spaced from each other in the conveyance direction of the main body line, between a
continuous body of the front waistline member which is formed in an elongated
shape and a continuous body of the back waistline member which is formed in an
elongated shape, a respective one of which is to be continuously conveyed on the
main body line.

17.  The method for manufacturing absorbent articles, as set forth in claim 8,
wherein: in the flap disposition step, the flap is disposed so as to cover end parts of
the crotch member.

18. The method for manufacturing absorbent articles, as set forth in claim 9,
wherein:
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23. The nethod for manufacturing absorbent articles, as set forth in claim
20, Cﬁnprising a crotch nenber disposition step of disposing the
crotch nmenbey so as to be spaced.fro me ch other i ace.d'.rection
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wai st | i tiee;menber in a widthwise direction of the absorbent article is equal
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and the absorbent articles.

20. A method for manufacturing absorbent articles, a respective absorbent articles
provided with a front waistline member, a back waistline member, and crotch
member connecting the front waistline member and the back waistline member to
each other, said method comprising:

a fold-back part forming step of, in part of a region configuring one flap in a
continuous body of an elongated flap to be continuously conveyed on a flap line,
forming one pair of fold-back parts which can be folded back in a conveyance
direction of the flap line and an opposite direction to the conveyance direction, and
disposing engagement members which can be engaged with another one in a
predetermined region, at a respective one of said one pair of fold-back parts; and

a joining step of joining a continuous body of the flap and a continuous body
of the front waistline member or a continuous body of the back waistline member so
that a respective one of regions configuring said one flap corresponds to a
respective one of regions configuring said one absorbent article of the front waistline
member or the back waistline member;

the flap is disposed to cross a width direction of the absorbent articles;

the engagement member is not disposed at the end of the flap but disposed at
the inside of the end of the flap; and

the engagement member does not reach the end of a longitudinal direction of
the absorbent articles.

21. The method for manufacturing absorbent articles, as set forth in claim 20,
wherein:
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a joining nechanismconfigured to join a continuous body of the flap and a
goni[(i nu_outsI body of the front waistline nenber or a conti nuousfbody of the
ack wai stline t a respective one 0 i 0 nfiguring said
one fl ag cor'rneﬂé‘nga@gchi( %?“'Fg%‘ ?R‘?@ Bﬂ‘éi Yie P@ﬁ Ef@g%@ﬁpﬁ.u gfu? 8one
absor beRY 3 HﬁS&PBe@F atfiat ’f“?téh?d Rartsang aar Q”@\éudéqu 'RE
menber ; ctageingl e penveiyepes etirecior radstbeaflan ding and attleast ofe tded aipsontent
arti cl esptched part argea seganeeiout pertiermed along egeoyerrnae directiondoidhet he
fl ap buflapllisposed at the inside of the end of the flap; and t he
engagenent nenber does not reach the end of a longitudinal direction of the
absor bepp. arThelBsthod for manufacturing absorbent articles, as set forth in claim 20,

wherein:

in the joining step, a respective one of the engagement members which is

disposed at a respective one of said one pair of fold-back parts, is engagingly

stopped at the continuous body of the front waistline member or the back waistline

member.

23. The method for manufacturing absorbent articles, as set forth in claim 20,
comprising

a crotch member disposition step of disposing the crotch member so as to be
spaced from each other in a conveyance direction of the main body line, between an
elongated front waistline member continuous body and an elongated back waistline
continuous body to be continuously conveyed on a main body line.

24.  The method for manufacturing absorbent articles, as set forth in claim 20,
wherein,

in the joining step, the continuous body of the flap and the continuous body of
the front waistline member or the back waistline member are joined with each other.

25. The method for manufacturing absorbent articles, as set forth in claim 20,
wherein,

in the joining step, the continuous body of the flap and the continuous body of
the front waistline member or the back waistline member are joined with each other
so that a respective one of the flaps covers end parts of an absorber main body
placed on the crotch member.

26. The method for manufacturing absorbent articles, as set forth in claim 20,
comprising

a waistline member cutting step of cutting the continuous body of the front
waistline member and the continuous body of the back waistline member so that a
length of the front waistline member in a widthwise direction of the absorbent article
is equal to a length of the back waistline member in a widthwise direction of the
absorbent article.

27. A device for manufacturing absorbent articles, a respective absorbent articles
provided with a front waistline member, a back waistline member, and crotch
member connecting the front waistline member and the back waistline member to
each other, said device comprising:

an engagement member disposition mechanism configured to dispose
engagement members which can be engaged with another one in a predetermined
region, in a continuous body of an elongated flap to be continuously conveyed on a
flap line;

a fold-back part forming mechanism configured to form one pair of fold-back
parts which can be folded back in a conveyance direction and an opposite direction
to the conveyance direction of the flap line in part of a region configuring one flap in
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a continuous body of the flap; and

a joining mechanism configured to join a continuous body of the flap and a
continuous body of the front waistline member or a continuous body of the back
waistline member so that a respective one of regions configuring said one flap
corresponds to a respective one of regions configuring said one absorbent article of
the front waistline member or the back waistline member;

the flap is disposed to cross a width direction of the absorbent articles;

the engagement member is not disposed at the end of the flap but disposed at
the inside of the end of the flap; and

the engagement member does not reach the end of a longitudinal direction of
the absorbent articles.
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