10 OCTOBER 2003 SPECIFICATION PROCESS FOR MAKING DISPOSABLE WIPE-OUT
SHEET This invention relates to a disposable wipe-out sheet suitable for wiping out dust and/or dirt

from floor or wall surfaces. Japanese Patent Application Publication Noﬁ@%—fﬁ%‘ﬁé}%scrib% a
disposable wipe-out sheet comprising a heat-sealgple synthetic resin b urality of

heat-sealable synthetic resin filaments bonded to this sheet and extending in one direction. These
filaments are obtained by deregistering or opening a tow of continuous filaments and bonded to the
base sheet by a plurality of sealing lines extending transversely of the filaments and arranged
intermittently in the one direction. ThePtdiy Raving bedh derbgist€ed and spred transversely of the
base sheet and bonded along transversely opposite side edge regions to the base sheet at sealing
spots. The base side edge regions of the base sheet are folded back and heat-sealed together,
respectively, to reinforce these side edge regions. For continuous production of the well known
wipe-out -2 10 OCTOBRBCESS FluretsiaklaNGe e SPOS Bz gV aiyTa Sidaied block or

This invention relates to a di sposabl e wi pe-out sheet
suitable for w ping out dust and/or dirt fromfloor or wall

surf aces.

Japanese Pat ent Application Publ i cati on No.
1997-135798A describes a disposable w pe-out sheet
conprising a heat-seal abl e synthetic resin base sheet and a
plurality of heat-seal abl e synthetic resin filanments bonded
tothis sheet and extendinginonedirection. Thesefilanments
are obt ai ned by deregi stering or opening a towof continuous
filaments and bonded to the base sheet by a plurality of
sealing lines extending transversely of the filanments and
arrangedintermttently inthe one direction. The towhaving
been deregi stered and spred transversely of the base sheet
and bonded al ong transversely opposite side edge regions to
t he base sheet at sealing spots. The base side edge regi ons
of the base sheet are fol ded back and heat - seal ed t oget her,
respectively, to reinforce these side edge regions.

For continuous production of the well known w pe-out



supersonic horn extending transversely of a laminate comprising a continuous web of the base and
deregistered tow is instantaneously pressed against the lamination to form the lamination with the
sealing lines. However, in the case of the wipe-out sheet of prior art, thei@éi@ﬁ%%%? t&gt the
deregistered tow might spread excessively or insufficiently or even mea ' ?) determined
straight course under a pressure of the heated blo€k or supersonic horn. These phenomena would
deteriorate the quality of the wipe-out sheet and/or decrease its yield rate. This invention aims to
prevent the tow from excessively spreading in the course of the process for making the well known
disposable vgipeaius sheeta Amcectbh@ tarthe thvienton vibleox ist yrovialeldlesa tprdcdd ofok noaking a
disposable wipe-out sheet comprising a heat-sealable synthetic resin base sheet and a plurality of
heat-sealablsgyetrstisiresinHong fibexs extdndigg in oaes diestanyof ik base $hat nendthe fibers
being bonded to the base sheet by a plurality of sealing lines extending transversely of the one
direction and: arrpnged mjeamattantiyninosaidvarte directien basE0 £@TEREYI2008re¢uchva process,
this invention comprises the steps

i s instantaneously pressed agai nst thelam nationto formthe

lam nation with the sealing |ines. However, in the case of
t he wi pe-out sheet of prior art, there is a concern that the
deregi stered tow m ght spread excessively or insufficiently
or even neander of f froma predet erm ned strai ght course under
a pressure of the heated bl ock or supersonic horn. These
phenonena woul d deteriorate the quality of the w pe-out sheet
and/ or decrease its yield rate.

This invention ains to prevent the towfromexcessively
spreading in the course of the process for naking the well

known di sposabl e wi pe-out sheet.

According to this invention, there is provided a
process for nmaki ng a di sposabl e wi pe-out sheet conprising a
heat - seal abl e synthetic resin base sheet and a plurality of
heat - seal abl e synthetic resin long fibers extending in one
direction of the base sheet, and the fibers bei ng bonded to
the base sheet by a plurality of sealing |lines extending
transversely of theonedirectionandarrangedintermttently

in said one direction.



of: a. feeding a continuous base sheet intended to become the base sheet and a tow of continuous
filaments intended to become the long fibers in said one direction; b. deregistering the tow to spread

in a range narrower than a width and placing this upon the base sheet I@%%ggr%%@%jy opposite
marginal side edge regions of the base exposed ag the deregistering tow'l ,C. ously

feeding a pair of heat-sealable synthetic resin narrdw sheets each in the form of ribbon along the
marginal side edge regions of the base sheet to cover the marginal side edge regions of the base
sheet and transversely opposite side edge regions of the deregistered tow; and d. forming the
deregistered tow and thes babe shpebvatisa pilratityi ofveaaiing hines rgxtersiisg tiaesseesesy of the one
direction and arranged intermittently in the one direction and then heat-sealing the narrow sheets
each in the &frm of ribbon with the base sheet along the side edge regions thereof as or immediately
before the deregistered tow is bonded to the base sheet. According to one preferred embodiment of
this invention, the sealing léwsi ejeaccioansveusely didbe asieeditectinnerdbd QG TEHORE003
t he base sheet and a tow of continuous filanments intended to
becone the long fibers in said one direction;
b. deregisteringthetowto spreadin arange narrower
than a wdth and placing this upon the base sheet |eaving
transversely opposite margi nal si de edge regions of the base
exposed as the deregistering towis fed,
c. continuously feeding a pair of heat-sealable
synt hetic resinnarrowsheets eachintheformof ribbon al ong
t he mar gi nal si de edge regi ons of the base sheet to cover the
mar gi nal si de edge regi ons of the base sheet and transversely
opposite side edge regions of the deregistered tow, and
d. formng the deregistered tow and the base sheet
with aplurality of sealing |lines extending transversely of
the one direction and arranged intermttently in the one
di rection and t hen heat - seal i ng t he narrowsheets eachinthe
formof ribbon wi ththe base sheet al ong t he si de edge r egi ons
thereof as or immediately before the deregistered tow is
bonded to the base sheet.

Accordi ngto one preferred enbodi nent of thisinvention,

the sealing lines extend transversely of the one direction



so that the narrow sheets each in the form of ribbon can be heat-sealed with said fibrillated tow along
its transversely opposite side edge regions thereof. Fig. 1 is a perspective view showing a wipe-out

sheet according to this invention as being actually used; Fig. 2 is a persiﬁ%ieéjl Eﬁﬁsﬁg ing the
wipe-out sheet detached from its holder and develgped as partially broken —a aé, .3isa

diagram illustrating a process for making the wipe-out sheet. Details of a disposable wipe-out sheet
according to this invention will be more fully understood from the description given hereunder with
reference to the accompanying drawings. Fig. 1 is a perspective view showing a holder 2 with a
disposable vgipetdu tshebelradtached sheets Hae holdert h eofrprisesfa basdbplate rarxka stick 4.
The wipe-out sheet 1 placed against the lower surface of the base plate 3 has its opposite long side
edge regionhédoldeddiaslt antorheaudper buifatavethe basealpiatg 3 taed festenesr toghg upper
surface by means of clips 8 mounted on the base plate 3. Dust -5 10 OCTOBER 2003 and/or dirt on

floor or wall spifacds: mayibgevipedeout dyitbes t her eof .

Fig. 1 is a perspective view show ng a wi pe-out sheet
according to this invention as being actually used;

Fig. 2is aperspective viewshow ng the w pe-out sheet
detached fromits hol der and devel oped as partially broken
away; and

Fig. 3is adiagramillustrating a process for making

t he wi pe-out sheet.

Details of a disposable w pe-out sheet according to
this invention will be nore fully understood from the
description given hereunder wth reference to the
acconpanyi ng draw ngs.

Fig. 1 is a perspective view showng a holder 2 with
a di sposabl e wi pe-out sheet 1 attached thereto. The hol der
2 conprises a base plate 3 and a stick 4. The w pe-out sheet
1 pl aced against the |lower surface of the base plate 3 has
its opposite |long side edge regions 7 folded back onto the
upper surface of the base plate 3 and fastened to the upper

surface by neans of clips 8 nounted on t he base pl ate 3. Dust



wipe-out sheet 1 attached to the holder 2 with the stick 4 gripped in a user's hands. Fig. 2 is a partially
cutaway perspective view showing the same wipe-out sheet 1 as the wipe-out sheet 1 shown by Fig.

1. The wipe-out sheet 1 is herein illustrated as have been detached fro%rﬁélﬁéga@égﬁgg and

developed with its wiper surface facing upward. The wipe-out sheet 1 ¢ gheet layer
10 made of a heat-sealable synthetic resin film or fionwoven fabric and a wiper layer 20 formed by a
plurality of heat-sealable long fibers or filaments 25 bonded to the upper surface of the base sheet
layer 10. The base sheet layer 10 is of a rectangular shape defined by a pair of opposite long side
edge regionstd/ extetidirig pardlled to eachwather sindfaapais afep fosite et cide eggdsel 2
extending also parallel to each other. Ribbon-like reinforcing sheets 13 made of a synthetic resin film
are heat-sealge4tbube oppositd salet edgeetgians he dia plaraly of spotsHE istarder # improve a
tear strength of these side edge regions 11. Referring to Fig. 2, a pair of opposite side edge regions
20A of the wipeargpger 2thare coeeresl Wiindwer edge regions 14 of the respective ribbon-like
reinforcing sheets 13. The side edge regions 11 -6 10 OCTOBER 2003
Fig. 2is apartially cutaway perspective vi ew show ng

t he same w pe-out sheet 1 as the w pe-out sheet 1 shown by

Fig. 1. The wi pe-out sheet 1 is hereinillustrated as have

been detached fromthe base plate 3 and developed with its

wi per surface facing upward. The w pe-out sheet 1 conprises

a base sheet | ayer 10 nade of a heat-seal abl e synthetic resin

filmor nonwoven fabric and a wi per layer 20 fornmed by a

plurality of heat-seal ablelongfibers or filanents 25 bonded

to the upper surface of the base sheet |ayer 10.

The base sheet layer 10 is of a rectangular shape

defined by a pair of opposite long side edge regions 11

extendi ng paral l el to each ot her and a pair of opposite short

side edges 12 extending also parallel to each other.

Ri bbon-1i ke reinforcing sheets 13 nmade of a synthetic resin

filmare heat-sealed with the opposite side edge regions 11

at aplurality of spots 15inorder toinprove atear strength

of these side edge regions 11. Referringto Fig. 2, a pair

of opposite side edge regions 20A of the w per |ayer 20 are

covered with inner edge regions 14 of the respective

ri bbon-1ike reinforcing sheets 13. The side edge regions 11



of the base sheet layer 10 are formed with a plurality of slits 16 extending through these side edge
regions 11 as well as the respective ribbon-like reinforcing sheets 13. These slits 16 facilitate the

wipe-out sheet 1 to be attached to the holder 2 by means of the clips 8. Té] ' %goﬁg comprises
a plurality of long fibers 25, i.e., continuous filaments extending substanili I@% e side edge

regions 11 of the base sheet layer 10. These long fibers 25 are heat-sealed with the base sheet layer
10 along a plurality of sealing lines 9 intermittently arranged to extend between the pair of opposite
side edge regions 11 substantially parallel to each other toward the direction of the opposite short
side edge regionh$ &2hafstbes ast slagatiayerdiOe T respeative ol filbersi 25ypaftially tdefine
relatively long bridge-like portions 26A connecting each pair of the adjacent sealing lines 9 and
relatively shaé fextyepatiiogs 2hBdaghed bysevsiide tleel gamaiegiplosglibers 2&ehllongssliting line
29 between each pair of the adjacent sealing lines 9. The fluffy portions 26B have their respective
one ends bonded tefechasesshect body-theleealking hihes & any thhesespersye otheseds freely

movable into spaces or gaps possibly present on a floor or wall surface to catch dust and/or dirt
possibly presentiteersdn.f-dci | i tat e the wi pe-out sheet 1 to be attached to
the hol der 2 by means of the clips 8.
The wi per | ayer 20 conprises aplurality of long fibers
25, i.e., continuous filanments extending substantially
parall el to the side edge regions 11 of the base sheet | ayer
10. These long fibers 25 are heat-seal ed with the base sheet
| ayer 10 along a plurality of sealinglines 9intermttently
arranged to extend between the pair of opposite side edge
regions 11 substantially parallel to each other toward the
direction of the opposite short side edge regions 12 of the
base sheet | ayer 10. The respective long fibers 25 partially
define relatively long bridge-like portions 26A connecti ng
each pair of the adj acent sealinglines 9andrelatively short
fluffy portions 26B forned by severing the remaining |ong
fibers 25 along sliting |line 29 between each pair of the
adj acent sealinglines 9. The fluffy portions 26B have their
respecti ve one ends bonded to t he base sheet 10 by t he seal i ng
lines 9 and their respective other ends freely novable into

spaces or gaps possibly present on a floor or wall surface

to catch dust and/or dirt possibly present therein.



10 OCTOBER 2003 The sealing lines 9 are formed by heating the base sheet layer 10 together with
an assembly of the long fibers 25 under a pressure exerted to them so that they are pressed against

each other in the direction of thickness. The assembly of the long fibersﬁ@ﬁ%%ﬁ% e finished
wipe-out sheet 1 is formed with a plurality of troughs 26C in the vicinity seal 9
compressed at a high density as a result of the heating under a pressure. Lengths of the long fibers
25 continuously extending between each pair of the adjacent sealing lines 9 form the convex
bridge-like portions 26A describing arcs which are convex upwardly of the base sheet layer 10. The
lengths of the long fibbes 28axterglingrezxct? paie dfdheadjagehesealimg times [9aare paeially severed
in two, respectively, to form the fluffy portions 26B. Fig. 3 is a diagram illustrating a process for making
the wipe-outlsheet. E®indbetléie hanid &s arewsdantiiy diagrae] @cgntinbeus ZGeaisiezt 101
intended to become the base sheets 10 and a tow 102 of continuous filaments intended to become

the long fibees gbese costieneusly ted.ol hehtaw sD2 isaa buhdle efrearimpped sedjuggigchiibers. The tow

102 is introduced to a step A and then subjected successively to the following steps. Steps B - D:

Revolution spaets of rrapeicive hellsdl@%ti on of thickness. The assenbly of
the long fibers 25 is bulky and the finished wi pe-out sheet
lis formed with a plurality of troughs 26Cin the vicinity
of the sealinglines 9 conpressedat ahighdensity as aresult
of the heating under a pressure. Lengths of the long fibers
25 conti nuously extendi ng bet ween each pair of the adjacent
sealing lines 9 form the convex bridge-like portions 26A
descri bi ng arcs which are convex upwardly of the base sheet
| ayer 10. The lengths of the |long fibers 25 extendi ng each
pair of the adjacent sealing lines 9 are partially severed
in two, respectively, to formthe fluffy portions 26B.

Fig. 3is adiagramillustrating a process for making

the wi pe-out sheet. Fromthe left hand as viewed in this
di agram a continuous base sheet 101 i ntended to becone the
base sheets 10 and a tow 102 of continuous fil anents i ntended
to becone the long fibers 25 are continuously fed. The tow
102 is a bundl e of crinped conjugated fibers. The tow 102
isintroduced to a step A and then subj ect ed successively to
the foll ow ng steps.

Steps B~ D: Revol ution speeds of respective rolls 105A



-8 10 OCTOBER 2003 105D are progressively reduced to tension the tow 102 and thereby to
deregistered or open the tow 102. The tension of the tow 102 is controlled by the rolls 105B - 105C.

Steps E - J: Revolution speeds of respective rolls 105E 1051 are progreg;i&%ﬁ%eggﬁ% restore
crimps of the tow 102 to adjust an entire width of the deregistered tow 102 10 ined width

smaller than a width of the base sheet 101. Step K7 After the deregistered tow 102 has been placed
on a transversely middle zone of the base sheet 101, a pair of ribbon-like sheets each in the form of
continuous ribbon-like sheets 103 are fed so that the transversely opposite side edge regions of the
base sheet 1011 86dthae daramavgrssg ioppbyite sidiecarild rediems obimet dheregmie R taawd 02 having
its width having been adjusted to the predetermined width may be covered with the ribbon-like sheets
103, respectiviedy. edigptlo Ter bgses sheetdl@, thpaterepistered O2102Thrditbasibbandike sheets
103 are locally pressed together under heating between a lower roll 104B and an upper roll 104A
provided with ineatasiblades 194 do oo theesealinot llnesrdblexte oidgtrang\ i sely of the base sheet

101 and arranged

Steps E~ J: Revol ution speeds of respective rolls 105E
~ 1051 are progressively reducedtorestore crinps of the tow
102 to adjust an entire width of the deregistered tow 102 to
a predeterm ned width snmall er than a w dt h of the base sheet
101.

Step K After the deregi stered tow 102 has been pl aced
on a transversely m ddl e zone of the base sheet 101, a pair
of ribbon-like sheets each in the form of continuous
ri bbon-1ike sheets 103 are fed so that the transversely
opposite side edge regions of the base sheet 101 and the
transversely opposite side edge regi ons of the deregi stered
tow 102 having its width having been adjusted to the
predetermned wdth may be covered with the ribbon-Ilike
sheets 103, respectively.

Step L: The base sheet 101, the deregistered tow 102
and the ribbon-like sheets 103 are | ocally pressed toget her
under heating between a |l ower roll 104B and an upper rol | 104A
provi ded with heated bl ades 104 to formthe sealing lines 9

extending transversely of the base sheet 101 and arranged

intermttently in the nmachine direction along which these



intermittently in the machine direction along which these -9 10 OCTOBER 2003 components 101, 102,
103 are heat-sealed together. Step M: A pair of heat-embossing rolls 106 are used to heat-seal the
ribbon-like sheets 103 with the base sheet 101 and thereby to obtain a@é@ﬁ%ﬁ{? jsting of the
base sheet 101, the deregistered tow 102 and the éi@bon-like sheets 103. X lades 108
of an upper roll 107 are successively pressed against a lower roll 110 to locally sever the laminate
120 between these rolls 107, 110 and thereby to form severed zones 29 of the wipe-out sheet 1.
Steps 0 - P: The tow 10 deregistered and severed is fluffed by a rotary brush 111. If desired, the lower
surface of tlebpemehést IdMllis dl€Rreaksl By thehesdrydrasted 11l ogetheestep P. It should be
understood that an air stream supplied from a blower may be used instead of or with the rotary brush
111 to fluff the seversddpwM OA Bt QoMarkginal edges sif the bake she@6 18d eanddedthe ribbon-like
sheets 103 are cut off by a slitter 112 in the form of paired rolls and thereby a width of the laminate
120 is adjudtechto aevtith hkthd Whpsnout sheeaiHe it $he Gane tthmehthertisasyersety apposite side

edge regions of the base
and thereby to obtain a lam nate 120 consi sting of the base
sheet 101, the deregi steredtow102 and the ri bbon-1i ke sheets
103.

Step N0 Cutter blades 108 of an upper roll 107 are
successi vel y pressed agai nst alower roll 110tol ocal |y sever
the | am nate 120 between these rolls 107, 110 and thereby to
form severed zones 29 of the w pe-out sheet 1.

Steps O ~ P:. The tow 10 deregi stered and severed is
fluffed by arotary brush 111. If desired, the | ower surface
of the base sheet 101 is alsotreated by the rotary brush 111
on the step P. It should be understood that an air stream
supplied froma blower may be used instead of or with the
rotary brush 111 to fluff the severed tow 101.

Step Q@ Margi nal edges of the base sheet 101 and/ or the
ri bbon-1ike sheets 103 are cut off by a slitter 112 in the
formof paired rolls and thereby a width of the | am nate 120
is adjusted to a width of the wi pe-out sheet 1. At the sane
time, the transversely opposite side edge regi ons of the base
sheet 101 are formed with the slits 16 of the w pe-out sheet

1.



sheet 101 are formed with the slits 16 of the wipe-out sheet 1. -10 10 OCTOBER 2003 Steps R - S:
The deregistered tow 102 and, if desired, the base sheet 101 are applied on their lower surfaces with

surfactant for capture of dust and/or dirt. Step T: The laminate 120 is cut i§t§ ' Egezé%r:}tgth to
obtain the individual wipe-out sheets 1. It is also pgssible to provide, of tIJr S @li—?ﬁ T, the step L

and the step M in the reverse order so that the base sheet 101 and the deregistered tow 102 may be
formed with the sealing lines 9 after the ribbon-like sheets 103 have been heat-sealed with the base
sheet 101. In general, it is concerned for the conventional process for making the wipe-out sheet that
the bulky crimped tdtv &p2 Right®e EheesEvalyispreachy tlevhtaBkdbthde 10d€strarsiersely of the
base sheet 101 as the heated blade 104C extending transversely of the base sheet 101 is pressed
against the ddregistaredsheect02 Olomles taekhi-ecalthet Heragisteved tavuiDacdth thet hase sheet
101. Consequently, many wipe-out sheets 1 obtained by such a process might have the transversely
opposite side gdpeasohthe dercgisiptedriowoflOdlack afnalpositidnaliuniformity. This will lower a value
Step T: The lam nate 120 is cut into a suitable | ength
to obtain the individual w pe-out sheets 1.
It is also possible to provide, of these steps A~ T,
the step L and the step Min the reverse order so that the
base sheet 101 and t he deregi stered tow 102 nay be forned with
the sealinglines 9after theribbon-1ike sheets 103 have been
heat -sealed with the base sheet 101.
In general, it is concerned for the conventional
process for maki ng the wi pe-out sheet that the bul ky cri nped
tow 102 m ght be excessively spread by t he heated bl ade 104C
transversely of the base sheet 101 as the heated bl ade 104C
extending transversely of the base sheet 101 is pressed
agai nst the deregistered tow 102 in order to heat-seal the
deregi stered tow 102 with the base sheet 101. Consequently,
many W pe-out sheets 1 obtai ned by such a process m ght have
t he transversely opposite side edges of the deregistered tow
102 | ack of a positional uniformty. Thiswll | ower a val ue
of the wi pe-out sheet as a commercial article and, inaddition,

conplicate the operation of clippingthe wi pe-out sheet 1to

the holder 2. According to the process according to this



of the wipe-out sheet as a commercial article and, in addition, complicate the operation of clipping the
wipe-out sheet 1 to the holder 2. According to the process according to this -11 10 OCTOBER 2003
invention, the deregistered tow 102 is heat-sealed with the base sheet 1&[@&?&%&&@ ctive side
edge regions of the base sheet 101 and the deregjstered tow 102 have the
ribbon-like sheets 103. In this manner, even if the teregistered tow 102 has its transversely opposite
side edges which are lack of positional uniformity depending on the individual wipe-out sheets 1, this
is not so remarkable to reduce the value of the wipe-out sheet 1 as the commercial article. When, of
the steps A 4 Tivtbetstem L artbtiestegi M taee eordvaledLiDeversee atdes sal thdt thie dertdgestered tow
102 is heat-sealed with the base sheet 101 after the outer side edge regions of the ribbon-like sheets
103 are heabssaleshesh the baset greetHd ¥ aspsatd sidesidie mdyens agg conereld whida the inner
side edge regions of the ribbon-like sheets 101, the deregistered tow 102 tending to excessively
spread is héjddbetarestthegibkontlikbshtetsy0s eaddbet kasd srertvid bde thisavnaneer, the

deregistered tow 102 is prevented from further spreading transversely beyond the regions to be
with the ribbon-1ike sheets 103. Inthis manner, evenif the
deregi steredtow 102 has its transversel y opposite side edges
which are lack of positional uniformty depending on the
i ndi vi dual w pe-out sheets 1, this is not so remarkable to
reduce the value of the w pe-out sheet 1 as the commerci al
article.

When, of the steps A~ T, the step L and the step Mare
provided in reverse order so that the deregistered tow 102
is heat-sealed with the base sheet 101 after the outer side
edge regions of the ribbon-like sheets 103 are heat-seal ed
wi th t he base sheet 101 and sai d si de edge regi ons are cover ed
with the inner side edge regions of the ribbon-1ike sheets
101, the deregistered tow 102 tendi ng to excessively spread
i s hel d between the ri bbon-Iike sheets 103 and t he base sheet
101. In this manner, the deregistered tow 102 i s prevented
fromfurther spreadi ng transversely beyond the regi ons to be
heat-sealed with the base sheet 101 and the width of the
deregistered tow 102 is easily controll ed.

The base sheet 101, the tow 102 and the ribbon-1like

sheets 103 enpl oyed i n t he process as has been descri bed above



heat-sealed with the base sheet 101 and the width of the deregistered tow 102 is easily controlled.
The base sheet 101, the tow 102 and the ribbon-like sheets 103 employed in the process as has been
described above -12 10 OCTOBER 2003 correspond to the base sheet | %ééﬁ%%éé}?ﬁ& ibers 25 and
the reinforcing 13 in the finished wipe-out sheet 1. The process for makirié Ipe- according to
this invention is characterized in that the respectiveéside edge regions of the base sheet and the
bundle of long fibers are covered with the ribbon-like sheets as or immediately before the base sheet
is bonded to the bundle of the long fibers placed upon the base sheet. Such unique order of the steps
is effective tc avoielsppasitiood haevasreshatanyayecutiing imthé sing éddpes of e dnddle of the
long fibers relative to the side edges of the base sheet which might be noticeable for a user's eyes.
Particularly when tteg loihgr Giberg a8 heat-shalefli wiitls tiedbageheritafteh e ribbon-like sheets have
been heat-sealed with the base sheet along the side edge regions of said base sheet, the bundle of
long fibers are prevenied frase speefidingniedkyiangl Wgeegians shedhichdbe ridibng-like ishests have
been heat-sealed with the base sheet.

invention is characterized in that the respective side edge

regi ons of the base sheet and the bundle of long fibers are

covered with the ribbon-1ike sheets as or i nmedi ately before

t he base sheet is bonded to the bundle of the long fibers

pl aced upon the base sheet. Such unique order of the steps

is effective to avoid a positional unevenness, if any,

occurring in the side edges of the bundle of the I ong fibers

relative to the side edges of the base sheet which m ght be

noticeable for a user's eyes. Particularly when the |ong

fibers are heat-sealed with the base sheet after the

ri bbon-1i ke sheets have been heat-seal ed with t he base sheet

al ong the side edge regions of said base sheet, the bundle

of long fibers are prevented fromspreadi ng beyond the regi ons

in which the ribbon-1ike sheets have been heat-sealed with

t he base sheet.



10 OCTOBER 2003 - 13 CLAIM S 1. A process for making a disposable wipe-out sheet (1)
comprising a heat-sealable synthetic resin base sheet (10) and a plurality of heat-sealable synthetic

resin long fibers (25) extending in one direction of said base sheet (10) arﬁj .E %é%? g?%ers (25)
being bonded to said base sheet (10) by a plurality of sealing lines (9) e;( e 8 § ely of said

one direction and arranged intermittently in said ore” direction, said process comprising the steps of:
a. feeding a continuous base sheet (10) intended to become said sheet (10) and a tow of continuous
filaments intended to become said long fibers (25) in said one direction; b. deregistering said tow to
spread in a range narrower than a width an€ placing tHi$ 8pon said base sheet (10) leaving
transversely opposite marginal side edge regions (11) of said base (10) exposed as said deregistering
tow is fed; C. continuously feeding a pair of heat-sealable synthetic resin narrow sheets (13) each in
the form of ribbon along said marginal side edge regions (11) of said base sheet (10) to cover said
marginal sid¢ edge ragmnso@d s of saidnmaki ng a di sposabl e wi pe-out sheet (1)
conprising a heat-seal abl e synthetic resin base sheet (10)
and a plurality of heat-seal able synthetic resinlong fibers
(25) extending in one direction of said base sheet (10), and
said long fibers (25) being bonded to said base sheet (10)
by a plurality of sealing lines (9) extending transversely
of said one direction and arrangedintermttently in saidone
direction, said process conprising the steps of:
a. feeding a continuous base sheet (10) intended to
beconme said sheet (10) and a tow of continuous filanents
intended to becone said long fibers (25) in said one
direction;
b. deregistering said tow to spread in a range
narrower than a wi dth and placing this upon sai d base sheet
(10) |l eaving transversel y opposite margi nal side edge regi ons
(11) of said base (10) exposed as said deregistering towis
f ed;
c. continuously feeding a pair of heat-sealable
synthetic resin narrowsheets (13) eachinthe formof ribbon

al ong sai d margi nal side edge regions (11) of said base sheet

(10) to cover said marginal side edge regions (11) of said



-14 10 OCTOBER 2003 base sheet (10) and transversely opposite side edge regions of said
deregistered tow; and d. forming said deregistered tow and said base sheet (10) with a plurality of

sealing lines (9) extending transversely of said one direction and arrang § ' [ g in said one
direction and then heat-sealing said narrow sheets (13) each in the forni 9&%@%&%& %% base
sheet (10) along said side edge regions (11) theredf'as or immediately before said deregistered tow is
bonded to said base sheet (10). 2. The process according to Claim 1, wherein said sealing lines (9)
extend transversely of said one direction so that said narrow sheets (13) each in the form of ribbon
can be heathsessded ettt sdid @eragidtdredriswericmd fraopparselye oppdsitedgie eege cegions (11)
thereof.

of said deregistered tow, and

d. formng said deregi stered tow and sai d base sheet

(10) with a plurality of sealing lines (9) extending

transversely  of said one direction and arranged

intermttently in said one direction and then heat-sealing

sai d narrow sheets (13) each in the formof ribbon wth said

base sheet (10) al ong sai d side edge regions (11) thereof as

or i medi ately before said deregisteredtowis bondedto said

base sheet (10).

2. The process according to Caiml, wherein said sealing
lines (9) extend transversely of said one direction so that
said narrow sheets (13) each in the form of ribbon can be
heat-sealed with said deregistered tow along transversely

opposite side edge regions (11) thereof.



