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CONTI NUOUS ADHESI VE PRI NTI NG ONTO DI SCONTI NUOUS SERI ES OF
Dl SPOSABLE ABSORBENT ARTI CLE Field of
the invention wgesddifs Present invention relates to a process for naking

di sposabl e absorbent articles such as sanitary napkins, part§I/P596/87035

cat aneni al s, i ncontinence inserts, and diapers for adults or babies. In
particul ar the present ‘i nvention rel at es]{l‘%oa process for making

di sposabl e absor bent articles conprising materials which are adhered
to each ot her. | mportantly, the process utilises continuous roll printing
to provide the adhesi ve onto a discontinuous series of separated pieces
of a

-




substrate. This adhesive printing process can be used to provide full
surface covering adhesive areas w thout the need to cut through adhesi ve
when separating the pieces of the substrate after application of the
adhesi ve. WO 96/38113 Background of the invention

Absorbent articles such as sanitary napkins, panty liners, cAGHH$87035

I ncontinence inserts and diapers for adults or babies are conmonly

provi ded with an adhesive on their garnent 2Kgci ng surface to attach t hem
during their usage period to a garnent of the user. In particular

sanitary napkins and panty liners are commonly provided with a pressure
sensitive, hotnelt, adhesive which attaches to the under gar ment of the
wear er and thereby inprovegjfit and confiort &df WO 96/ 38113

PCT/ US96/ 07035 \ 2 t he product for the
wear er. These adhesi red with a rel easeNaper prior

arel typically co

to use. Mor e gerer al FSarvent artigles are provided wthp gdhesive
areas*in order to conbi rials whixdgh ultimately nmake u rt or the
whol e of the absorbent a e. In part| lar, multi-I|ayer ctures
formng the topsheet, corLA)Rr backsheet Wy often conbi ned dhesi ves.

The conbi ning of the tﬁ, the core ahd the backsheet t ch ot her
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al so can be acconplished by adhesi ves. Typical ly these products are nade
Jby high speed machi nery. The machi nery includes equi pnent which adds the
adhesive in a very fast and efficient nmanner, ensuring consistency of the
absor bent progpgbgagizzover | arge quantities thereof. A co

“providing an adhesive is a slot-coating or spraying of the adhesi ve onto
a continuously conveyed thread of material. The surface of thIS mat eri al ,
coated with adhesive, is then joined to 3Jkother material formng all or
part of the di sposabl e absorbent articles. These adhesive application

met hods al | ow adhesi ve application without contact between apparatus and
material to be coated. This Is desirable in particular for thernoplastic

filmor nonwoven nm:(ﬂ en used in di sposabl e Wcﬁ?rt icles
which, are very hea Ive and can be i nconpati bl esi ves

which  requi hi gh nelting tenperat alternative nethod of ff
adhesi ve appli cat'r'oﬁ-m-rramr'a'l' absor begr—emtTTres TSTa3Cr een
pri nt¥ ng net hgd =75 neth Erf SV e lied to
t he inside of a r

apertur _ﬁh
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-3 This can be done in a separate step independent and | ong before use
of the material in the article. For exanple adhesive tape or film- as
used on baby g - have one adhesive surface and one nong Lve
:surface. Thevgggée}gzlﬁ\f?e surface is not firmy attached (or at fg%%{&?@k
real i sably attached) to the non-adhesive surface by w nding the t ape or
filmup into a roll. Upon use of the matekyfl the roll is then unwound to
present the adhesive surface to the material to which it is intended to
attach the tape or film US 5, 064, 492 provides in this manner an
i nperneable filmonto particul ar adhesi ve, ! ) idto be
non- bl ocki ng | ow —mgrr]C( 10F), is prinﬂ;mgveis
provided to film by a patterne ri e roll and.a coo_l ed_cougm
e

v

roll or a seryesfof such printinp ugits p?r?ﬁ!ﬂ'ﬁw
desired. The k ncti;71 0 Nesi vgy coat bd fi } ed ow

bl ocks ng t fired-h of oVi
mul tiple conpl exi i ts, storage
di sposabl e articll t al heat i ng
precoated roll }
benefits of thewﬁ

adhesive has to [ &
t hat added ener gy _Lgvpaired W t h{a
through the underlying film nmaterial. Also this heating of the adhesive
causes degradation due to the added heating/cooling cycle. I n parall el
patent application entitled "Adhesive printing for disposable absor bent
articles" a proce j 5584 2 Qnt i nuous
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or pattern confi 4 4 Ae i's provi dg / /, s t hread
for continu //'//
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of a first materid
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adhesive provided in this fashion the separation of individual pieces of
1he substrate made by this process requires cutting through an adhesi ve
| ayer. WO 96/ 38113
PCT/ US96/ 0703 4 On r

dr awback of n@s‘f%@?n?he above nentioned adhesive applicatio :??Ipc{{;:]’g%sses
Is their inflexibility, inaccuracy relative to the shape of the adhesive
to be applied and that they essentially can only provi de the adhesive
continuously which then require to cut thrpugh an adhesive |ayer. On/Of
systens for coating or spraying have the drawback of delay in their
systens response and generally the probl ens associated with accel erating
and decel erating mass streans. For hollow drum screen printing it is
possiple to create a pattern in the screen which would allow to create

adhesi ve pat?””&oﬂ‘ﬁﬂﬁ)&ﬁsﬁnéswﬁ rﬁlﬁﬂﬁgtéﬁﬂj'niéé?n‘l’iﬁué%eﬁ?nﬁ? to
provide a fairly even distri tlgn Q %SQSSIVG a Lcation sites (holes)
in order to exclude tenpera 7 DISPOSABLE A RF%I‘E&H& unst abl e
application processes. Al so adhesive screen printing cannot provide an
even, full surface adhesive coverage due to the maxi num apertured

di nensi ons and total open area of such a screen n respect to its
stability. However, even if systens are used which allow intermttent
application of adhesive to a continuous substrate separation of the
continuous substrate Into individual places requires a high degree of
accuracy on the relative placenent of the adhesive to the separation
mechani sm (cutting) or it is accepted that the separati on nmechani sm

Field of the invention

The present invention relates to a process for making disposable
absorbent articles such as sanitary napkins, panty liners, catamenials,
incontinence inserts, and diapers for adults or babies. In particular the
present invention relates to a process for making disposable absorbent
articles comprisirig two materials which are adhered to each other.
Iimportantly, the process utilises continuous roli printing to provide the
adhesive onto a discontinuous series of separated pieces of a
substrate. This adhesive printing process can be used to provide full
surface covering adhesive areas without the need to cut through
adhesive when separating the pieces of the substrate after application
of the adhesive.

Background of the invention

Absorbent articles such as sanitary napkins, panty liners, catamenials,
jncontinence inserts and diapers for aduits or babies are commonly
provided with an adhesive on their garment-facing surface to attach
them during their usage period to a garment of the user. in particular
sanitary napkins and panty liners are commonly provided with a
pressure sensitive, hotmelt, sdhesive which attaches to the
undergarment of the wearer and thereby improves fit and comfort of



cut$ through an adhesive layer. Cutting through an adhesive |ayer of
-~course has the drawback of added wear and efficiency |osses due to

i ncreased cleaning requirenents for cutting equi pnent. The applicants
have now foun@é ess of providi ng adhesi ve areas to diw,gs
absorbent arti (?%@‘{89éhi ch areas can extend at | east partially to t%e
peri phery of the substrate w thout having to cut t hrough adhesi ve. The
process allows full surface adhesive coverage, and is generally nore
stabl e and accurate than prior art procesges. The inventive process

causes | ess proge brstlici 39He fﬁ@g}éﬁ?{?ﬁh@se adﬁéﬁfé’ssﬁre%swaﬂggﬁsbvk% WHEF

adhesi ve but usi gg convent i ona esive del 1 very net
therefore an obPdPlaa58 AGPef RO ISR according to the present i nventi on
to provi de disposabl e absorbent articles having an adhesive area whi ch »

J9 g; ggltl‘g’o mat er Mdre getibrailys 86sdrbeht riilied 8ra providdd WithCadhesive areaé’ﬁom35

PC[/ US96
article. In parrdayte-cqmbing m@@sa‘ﬂ’l?wmmytwepﬂ’%gﬁﬁt“%r\%wgp has .
t he obj ective obfthe\abdortiemrarticievriatparticdlaef f maultblayep structsres | formimg | ve

extend to the pid SofiPel iy 37 o REhéard ortil Edmbiisa afﬁ‘%(sz"a‘?%ﬁ@“’t "whi ch
was so far not @e8wining oft the,topshegt.cthecsprendithe hagksheet tp eachiothesabl e

absorbent artichi® can be accomplished by adhesives.

Typically these products are made by high speed machinery. The
machinery includes equipment which adds the adhesive in a very fast
and efficient manner, ensuring consistency of the absorbent products
over large quantities thereof.

A common way of providing an adhesive is a slot-coating or spraying
of the adhesive onto a continuously conveyed thread of material. The
surface of this material, coated with adhesive, is then joined to
another material forming all or part of the disposable absorbent
articles. These adhesive application methods aflow adhesive
application without contact between apparatus and material to be
coated. This Is desirable in particular for thermoplastic film or
nonwoven materials often used in disposable absorbent articles which
are very heat sensitive and can be incompatible with adhesives which
require high melting temperatures.

An alternative method of adhesive application to material used in
absorbent articles is a screen printing method. In the screen printing
method an adhasive is applied to the inside of a rotating roll having
apertures. This roll, also called screen, is contacted with the
continuous conveyed threat of material such that adhesive is
transferred through the holes of the material. Again, only the adhesive
is heated while the screen surface contacting the surface to which the
adhesive is applied is not heated.

Another aiternative application method for adhesive is to render one of
the materials used in the production of absorbent articles adhesive.



Surrrfary of the Invention The present invention relates to a process for
provi di ng an adhesive area to a first surface of a substrate for use in a

di sposabl e absor bent article. The process steps are a) provi ding a
series of sepysdpdiRi eces of the substrate, each of t he F"féiﬁ%w@ﬁﬁbﬁg an
accessible first surface. b) conveying the series of separated pieces
of the substrate, i.e. not a continuous thread of the substrate, in a
machi ne direction. c) provi di ng an adhesive area onto the first

surface of each of the pi eces of the su&_trate by continuous roll
printing. This s en beodbmsin/a separatef stepiibiepéndent dndolong’ beéfore sei t S

eri pheral edge aley ] ' e f the fir surface

gf tﬁe pi ecesgoTOf tﬁ?h@%sé&%&mg J|rgslc‘??2@[’2 '%%%f%%ﬁﬁ' h?@ Pf)lﬁi}"p'r PRt i ng
provi.des the whatsed o8 baby diapers e havesene uadhesive: surfane aandidonsinan-such
that the periphadhesivecsiifacel THe adhbsive \surficedis st #ifiRly bfteEhed (bRt

[ i de totall I [t ] t { \ toth
oresent i nvent i gpst rediiSeh? araBhbdY o B diines e Plrdricn, by airidiie de ) |
for transportingapa®r filiupsinte a ik Upangysser of the imaterial the voll \is rtheni ves

the adhesive inypwourtCf) YiedbnPiid bOResNe suFfate 8 'the ?nﬁahar T AhidH fgPOrt
roll delivers the st surface in the delivering portion

he f
of the rot ationmteﬂggﬁqggu\t/aﬁgt&?éﬁgﬁgf M1 but due to the discontinuous

presence of the separated pi eces the adhesive is discontinuously

del i vered. US 5,064,492 provides in this manner an impermeable fiim onto
which a particular adhesive, which is said to be non-biocking below
about 43°C (110°F}, is printed. The adhesive is provided to the film
by a patterned printing roll and a cooled counter roll or a series of
such printing units if patterns in the adhesive are desired. The winding
of the adhesive coated film is conducted below the blocking
temperature.

This method of providing precoated film adds multiple complexities to
logistics, storage and final manufacturing of disposable articles. Even
accidental heating of any portion of the precoated roll would render it
useless (sticking to itself). Also all benefits of the positioning accuracy
of adhesive printing are lost in the alignment difficuities associated
with film unwinding. Further the adhesive has to be re-heated to
return it to a state of stickiness such that added energy consumption
is paired with a probability of melting through the underiying film
material. Also this heating of the adhesive causes degradation due to
the added heating/cooling cycle.

In parallel patent application entitied "Adhesive printing for disposable
absorbent articles™ a process for adhesive printing is disclosed where
a continuous or pattern configuration of adhesive is provided onto a
continuous thread of a first material. In particular for continuous
adhesive provided in this fashion the separation of individual pieces of
the substrate made by this process. requires cutting through an
adhesive layer.



WD 96/ 38113 PCT/ US96/ 07035
6 The adhesive is typically a hot nelt adhesive and is applied in a
liquefied state typically achieved by melting. Therefore, the receiving

portion of th ].on path of the transport roll is typical 'gmw% a
-bath of- the n&égﬁﬁ; hesi ve. I n one enbodi nent of the prc#céei'gis 0 e

present invention the adhesi ve area provi des a pernanent joining neans
for the separated pi eces of the substrate to the remai nder of the
di sposabl e absor bent article. In angal ternative enbodi ment of the

process of the pgesent invention he dj sposabl e absorbent article is
used in the undeYB&rFAMTOB: ?Vgg%k of 'gﬁﬁ{ @gn‘%ﬁ apave, Maentioned, adhesive
adhesi ve for relappliebtion jprocéssest isctheir dnflaxibitity; dnacaeuracylcrelptivectd thé t he
user and this p { 56ina 3 ' ' ()77 etnl?iﬁ r

according to thggﬁdlbgsent %@g&vgﬂ?f@ﬁ%p@ﬂ?g?ltﬁ%ﬁﬁ giyssposlalt I‘%ﬁg@ﬁ bent

] n. plI Ca sgr
articles are prdyavide the adhpgive @ﬁf’ﬂﬁ%‘é%jﬁ whishithap Jeqnire o euts yepgl i nt o
separate pi eces an adhbsive dayer. OO Gyistians bt Boatheg [rnépralingt have ghe

adhesi ve area. Inealk Yy, hedi S i e nitary
napki ns, cat a%gm a g %{r‘ déa‘ﬁ yifi%g?sgwgﬂ'bégéﬁ%e%tﬂt %@%@%{y, t§§
backsheet andP"ablems gssnsiated Jvith ecaiesatingand dgeeleeating mass Styeamssheet .
Typi cal 'y the baedrsiistiow drumisdesert prnting #ttis possiblectootieatavai pattdridn the

adhesive area is | (oTgel t p
Mventton <o eetbat villc Yvodld, % §9 RS Ydheblve f}ﬁ%@tk@if%fbm
cont i nuous stisilignitad in thet she ssresrchas to provide adlairly, pvem distiibution of sed
rea on o Nusie SppSEU shes \HAMY) M dderc th SxCIAS toMperElip Ve o
bet ween t he sepa‘(%f%'&"ﬁtf%a%@ﬁt F'bf"f‘?iqtb aPB“'Eﬂq!ﬂH Héo‘fqﬁ'?'né&ﬂ &Hh??‘gﬁd
di sposabl e arti csareen printing sanhnet pravide eoevenu fullssurfadgepadiiesive coverape

due to the maximum apertured dimensions and total open area of

such a screen in respect to its stability.

However, even If systems are used which allow intermittent
application of adhesive t0 a continuous substrate separation of the
continuous substrate into individual pieces requires a high degree of
accuracy on the relative placement of the adhesive to the separation
machanism (cutting) or it is accepted that the separation mechanism
cuts through an adhesive layer. Cutting through an adhesive layer of
course has the drawback of added wear and efficiency losses due to
increased cleaning raquirements for cutting equipment.

The applicants have now found a process of providing adhesive areas
to disposable absorbent articles, which areas can extend at least
partiaily to the periphery of the substrate without having to cut
through adhesive. The process allows full surface adhesive coverage,
and is generally more stable and accurate than prior art processes,
The inventive process causes iess production down time than a
process providing the same adhesive but using conventional adhesive
delivery methods.

It is therefore an objective of the process according to the present
invention to provide disposable absorbent articles having an adhesive
area which joins two materials comprised in the disposable absorbent



cover neans can renmain unsevered and be stored for |ater renoval of t he
rabsorbent articles fromthe continuous strip of rel easable cover nmeans.
In a possible enbodi mrent of the present process the adhesive is provi ded
to the first frombelow. This ensures drip free 8113
PCT/ US96/ 0703%;“%?“ 7 adhesﬁ"r'/‘éxg"%%
application wthout the need for additional safeguards to pr event

dri ppi ng. It is possible that the process according to the present

i nvention provi des the adhesive area in 4 shape which conprises parts

Whi ch ar e pr ef e PRITIS" i Rertiapielthe Brob5E s haring. . fnecprasent muanbAR fRS 1 i ot
surface has a pahe ghbjactivecafjproviding an accuratesand effidiert processhaltarmativiet h t he

e oot ded: 0 38 gurfeht adtssh r@g’?ﬁgﬁi?@“f’ga‘h‘?@% sdhpSvp siss w® 2 o8
surface of th@"??'?étm Pedp %cﬂyiﬂﬁ%ts@ﬁyﬁgﬁgr &I 'sewyfedf andy

coi nci de. Thavhidhewiasesarfan notrpgssible dat ther praducalonespaddsctypical forans
such as S ty%ﬁﬂsahﬂé%b@nfﬂtﬁ%%? paper and a panty fastening
r, the

adhesi ve. However, current process is not limted to such adhesive
application but can also provide a permanent connection between the

‘The present invention relates to a process for providing an adhesive
area to a first surface of a substrate for use in a disposable absorbent
article. The process steps are '

a) providing a series of separated pieces of the substrate, each of
the pieces having an accessible first surface.

b} conveying the series of separated pieces of the substrate, i.e.
not a continuous thread of the substrate, in @ machine direction.

c} providing an adhesive area onto the first surface of each of the
pleces of the substrate by continuous roll printing. This way an
adhesive area of which at least a portion of its peripheral edge
coincides with the peripheral edge of the first surface of the pisces of
the substrate is created. Preferably the rolt printing provides the whole
surface of the first substrate with an adhesive such that the peripherail
edge of the adhesive area and the first surface coincide totally.

The roll printing step of the process according to the present invention
is preferably conducted by a rotating transport roll for transporting the
adhesive.. The transport roll continuously receives the adhesive in a
receiving portion of its rotation path. The transport roll delivers the
adhesive to the first surface in the delivering portion of the rotation
path of the transport roll but due to the discontinuous presence of the
separated pieces the adhesive is discontinuously delivered.



first and the second material . Brief description of
~the draw ngs Figure 1 shows a schenatic view of an enbodi nent of the
process steps of the present invention. Figure 2 shows a

cross-secti onglgegsAsati c view of the printing  equiprment upggksssdrts

.adhesive printing step according to the present I nventi on. Figures 3 -
14 show al ternative engravings and their cross-sectional t opogr aphi es
useful for the rotating transport roll according to the pr esent

i nventi on. Det ai |l ed de@cription of the invention The

absor bent articl d Wt u (VAT r vi a
| i qui d per nmeabl (ﬁsdqu?;?{‘r%g?g )()éf R éklgug g{r)ﬁqlﬁrl% #ﬁégwsét ?’él?gt {}r gg@?ﬁ&;?n a
VO 96/ 38113 liquefied state typically achieved by meiting. Therefore, theptegeiving; 07035
8 terned topsiportionaofthereotatibacpatt cfutietmansporl willaiz! pivaﬂb xiiﬁleﬁebu a

ac

l'iquid inpernea bstrate often terne sheet and
Hatn d¥fhe theté T A ésic:

an absorbent st ure place ween the body facing surface and t he
garnent facing surface, typically termed the absorbent core. The

absorbent articlig bpg embodihéntdiofathe2)précesd of tiid SprabemX ifventidnC afe
adhesive area provides a permanent joining means for the separated
pieces of the substrate to the remainder of the disposable absorbent
article.

In an alternative embadiment of the process of the present invention
the disposable absorbent article is used in the undergarment of a user
and comprises a panty fastening adhesive for releasably joining the
article to the undergarment of the user and this panty fastening
adhesive is provided by the process according to the present
invention. Typically such disposable absorbent articles are prepared
from a continuous substrate which is severed into separate pieces
-which are then provided with the panty fastening adhesive area.
Typicaily such disposable absorbent articles are sanitary napkins,
catamenials or panty liners which comprise a topsheet, a backsheet
and an absorbent core between the topsheet and the backsheet.
Typically the backsheet provides the first surface onto which the
adhesive area is printed by the process according to the present
- invention.

The panty fastening adhesive typically is covered by a continuous
strip of a releasable cover means most often a siliconised release
paper which is placed as a continuous strip onto the adhesive area on
the separated absorbent articles and is then severed in the gap
between the separated absorbent articles to provide the individualised
disposable articles. Alternatively the continuous strip of releasable
cover means can remain unsevered and be stored for later removal of
the absorbent articles from the continuous strip of releasable cover
means.

in a possible embodiment of the present process the adhesive is
provided to the first surface from below. This ensures drip free



corrbri se any of the conponents or features usual in the art. In
—~particular side wapping elenents, side flap conponents, or w ngs as wel |
as any sort of extensibility or elastication feature can be conprised in

absor bent art| lsﬁﬁ 13 The di sposable article for absorbing IPFW‘HS !
descri bed bel OW’Dy reference to a sanitary napkin or panty [iner. wever

products such as adult or baby diaper inserts conprising adhesives can
simlarly benefit fromthe process of the present invention. A
preferred sanitary napkin or panty |liner fpade according to the pr esent

I nvention has a s Of S ' N r nment._covering
conponent s". Th%%#%%i@lﬁgvéﬁgéghgﬁ %%%ﬁéradg'@%?i%zéﬁr&ﬁd ce side
soiling (i.e., Bteyentd§pPNG:-he edges of the panty crotch) and are
typically smaller than conventional flaps or W ngs. The function of

bei ng' 1 or med- el ol Popyibl Ihef g SreHel: AFoetdind°t aha pistint v ne b
in one or both piovides the adhesivecareadntashapeowhichudomarises: partarnwhich

lateral axis. ThQ fsitRBS iprhlid Yndr2PefRnBictirdrdes! thedAidehfe? bireio® dnd Par t

of the side wa el enent nd_can be achi eved by plating or
ring-rolling thg&-? as E% 99@3'{‘83‘% rendered extensi bl e. A

typi cal sanitary napkin or panty liner conprises a liquid pervious

topsheet, a |ioyhé ddiesivé 4rea pravidelcsH the iﬁ?ﬁdsﬁr‘?adéé‘ﬁai %ﬁ%&a[%@”
absorbent core i.t1agn etween th she nd t he ba eet . On t he
backsheet is pr %ﬁafﬁ%fﬁ%ﬁ?@v &i‘&é‘gg%wﬁf‘n q rP@f‘p&ﬁﬁi-e ge: of; the ng
adhesi ve whi ch surface esfethéywatenidl et ewhichether adiesive karea isr ipeavideduse of
the article.  profarably the adhesive area is provided to fully cover the surface of

the first material such that their peripheral edges fully coincide.

The adhesive area can provide a releasable attachment means such as
is typical between a release paper and a panty fastening adhesive.
However, the current process is not limited to such adhesive
application but can also provide a permanent connection between the
first and the second material.

Brief description of the drawi

Figure 1 shows a schematic view of an embodiment of the process
steps of the present invention.

Figure 2 shows a cross-sectional schematic view of the printing
equipment used in the adhesive printing step according to the present
invention.

Figures 3 - 14 show alternative engravings and their cross-sectional
topographies useful for the rotating transport roll according to the
present invention,

Detalled description of the inventi

The absorbent article has a body facing surface, typically provided by
a liquid permeable substrate of fibrous or film like structure often
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-9 The present invention relates to a process for providing a disposable
absorbent article conprising a first material and a second materi al whi ch

are joined by The materials may be any of the pi cal
.in the cont exﬁ%?’g%ﬁiposabl e absorbent articles. It I ncl udes pg&@&&ﬁ%
and rel easabl e adhesi ve surfaces which need to be provi ded and therefore

i ncl udes absorbent articles having an adhesive area on their garnent
facing surface which is covered by a protdctive cover means such as a

I d f t t dh
connectiong ar&"#% iﬁff’eg?%r %C#gﬁﬁ"? *’%‘BE\#?%‘-%& Svﬁﬁzvsm;ﬁt P
one of whi ch tqu rate jostepr tesme gebn.
(rom appl | cat | oongro “@‘ﬁ‘*""‘?ﬁ%‘?i’ﬁ&“;}*ﬁ“ﬁ“sﬁ‘m‘*’”@ fchg seges |
adhesi ve appl i eg aytmhﬂa%m@e@éym ! B P[S’afrzdée %8 ?a%sﬂ%?@ﬁt‘?%ﬂ can be
any of a seri esThe abtoehentcestic sca ldngitudinal rmds and adiateralvapds ahylpcaral |y
compri sing a tNEoRRRlsdShg 8RR Birkpbiints! Br feGAIFRE \MusP'hn e et In .

tackyfying resin, ture rious s
by the present PR 5'1’9 ?%P'%m'\tsf s@&l‘ﬂiﬂ FRTIPRRGALS, OFWINGS @S el t i ng

tﬁnperﬁture ?)f hellitasS iRy Qorenof mlmhﬁutoﬂ?lﬁtlciﬁenrﬁwmﬁem dtf}ear_
t hese hot nelt that they nalintaln thelr adhesive
?ﬂﬁgﬁts)é&%n a%sﬁ?ben{ afiies; y :

per f or mance unt I Sposal Sposabl e absorbent article, i.e.
during manufacturing, st'or age, transport and use of the di sposable

absorbent articlype @posdbley artidlé for halsstbing! HGURY 3 Udeucribed rvaatbhe&ﬁy

activities is t e t 40[ osabl e
absor bent artlcPifaréﬁ% g%gn%?{l%ﬁ'gga@ho 33‘3 hmhﬂ%%?ﬁ\?h °dH%§h%'fé‘D

t enper at ur es ca@So8dWit orobabygigper insgntsn camprisings aghesives tcannsimilariy cle in
the sun, where bafdnt flowi fife plocess BF e rdvent fivendivh. been reported.

A preferred sanitary napkin or panty liner made according to the
present invention has a pair of side wrapping elements or
*undergarment covering components”. They provide coverage of the
wearer's panties to reduce side soiling (i.e., staining of the edges of
the panty crotch) and are typically smaller than conventional flaps or
wings.

The function of side wrapping elements, whether integral or joined to
the article after being formed separately, is further improved by
rendering them extensible in one or both directions paraliel to the
longitudinal axis and/or lateral axis. The extensibility can be provided
across all or only part of the side wrapping elements and can be
achieved by pleating or ring-rolling those parts which are to be
rendered extensible.

A typical sanitary napkin or panty liner comprises a liquid pervious
topshest, a liquid impervious backsheet joined to the topsheet, and an
absorbent core positioned between the topsheet and the backsheet.
On the backsheet is provided an adhesive area providing the panty-
fastening adhesive which is covered by a release paper or the like
prior to use of the article. -



When appl yi ng the adhesive by roll printing according to the present
‘Tnvention it is necessary that the cohesive forces of the adhesive are
'ower than the adhesive forces to the substrate to which the adhesive
printed and t ohesive forces within the substrate ont the
adhesive is prﬁﬁﬁe g?e al so higher than the cohesive forces QCT?ﬁgﬁéém
adhesive. If this force relation is not net parts of the substrate
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In the production of absorbent articles several adhesive connections
are typically formed all of which, someé of which or at least one of
which utilises the process according to the present invention.
Therefore, disposable absorbent articles generally suitable to benefit
| from application of the present invention are described below.

The adhesive applied by the process according to the present
invention can be any of a series of adhesives. Typically, hot meit
adhesives, typically comprising a thermo-plastic base material, in
combination with a tackyfying resin, or a mixture of various such
materials, can be applied by the present process. Typical hot melt
adhesives have a minimum melting temperature of about 80°C, often
even about 100°C. The requirement for these hot meit adhesives is of
course that they maintain their adhesive performance until disposal of
the disposable absorbent article, i.e. during manufacturing, storage,
transport and use of the disposable absorbent article. Typically, the
highest temperature during these activities is the usage temperature at
about 40°C when the disposable absorbent article is used on the body
of a human. However, higher temperatures can occur for example
when articles are left in a vehicle in the sun, where temperatures of
60°C and higher have been reported.

When applying the adhesive by roll printing according to the present
invention it is necessary that the cohesive forces of the adhesive are
lower than the adhesive forces to the substrate to which the adhesive
is printed and that the cohesive forces within the substrate onto
which the adhasive is printed are also higher than the cohesive forces
of the adhesive. If this force relation is not met parts of the substrate
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cohesive strength to allow printin ossi bl e o ution in these
circunst ances i ¥ O5§fSE PRy éﬂié§?g§srmq utility dhty of a e process of the present

invention a description of a typical disposable absorbent article
follows.

Yopsheet

The topsheet is compliant, soft feeling, and non-irritating to the
wearer's skin. Useful topsheets are well known in the art and include
especislly those disclosed in copending application ™Disposable
absorbent articles having a shaped panty fastening adhesive.”

When referring to the topsheet a multi jayer structure or a mono layer

structure is contemplated. Joining the topsheet to another portion of

the absorbent article or internal joining of muiti layer topsheets can be
- subject to the process of the present invention,

Absorbent structure

When referring 10 the absorbent structure a multi layer structure or a
mono layer structure are contemplated. Joining the absorbent
structure to another portion of the absorbent article or internal joining
of multi layer absorbent structures can be subject to the process of
the present invention. Useful absorbent structures are well-known in
the art and include especially those disclosed in copending application
*Disposable absorbent articles having a shaped panty fastening
adhesive”.



pr.i*'nti ng process on the surface to which the cellulosic fibrous absor bent
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manuf actured by the H B. Fuller Co. in Lueneburg, in

Backsheet

The backsheet primarily prevents the exudates absorbed and
contained in the absorbent structure from wetting articles that contact
the sbsorbent product such as underpants, pants, pyjamas and
undergarments. Useful backsheets are well known in the art and
include especially those disclosed in copending application "Disposable
ghsorbent articles having a shaped panty fastening adhesive™. When
referring to the backsheet a muiti layer structure or a mono layer
structure is contemplated. Joining the backsheet to another portion of
the absorbent article or internal joining of multi layer backsheets can
be subject process of the present invention.

The backsheet typically forms the garment facing surface of the
absorbent article on which the panty fastening adhesive is placed.
Panty-fastening-adhesives can comprise any adhssive or giue used in
the art for such purposes. These adhesives typically are pressure
sensitive and remain tacky well below their application temperature.

Suitable non-extensible adhesives are Savare LA203 and Savare
LA303 made by Savare 1.C. of Milan in ltaly, Corameit 867 by
Koemmeriing in Pirmasens in Germany, Fuller D3964ZP and Fuller H-
2238ZP manufactured by the H.B. Fuller Co. in Lueneburg, in
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12 Germany. Suitabl e adhesive fasteners are also described In U S

Pat ent 4,917, 697. It is a feature of the present invention that the
shape of the - fast eni ng adhesi ve area can conpri se !
-portions whi Cﬁ?ﬁ%ﬁéasus not coincident with the periphery of tﬁ;&%‘}m
facing surface of the absorbent article. The panty-fastening adhesive

al so need not but can be coextensive with the garnent facing surface of
the sanitary napki n. Prior to use g the absorbent article the panty
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separat e

Prior to use of the absorbent article the panty fastening adhesive Is
typically protected from contamination and from sticking to any
surface where this is not desired by a protective cover means such as
a silicone coated release paper, a plastic film or any other easily
removable cover. The protective cover means can be provided as a
single piece or in a multitude of pieces e.g. to cover individual
adhesive areas. it aiso can perform other functions such as provide
individualised packaging for the article or provide a disposat function.

Process steps of the prasant invention

In the following a preferred embodiment of providing the panty
fastening adhesive to a sanitary napkin according to the present
invention will be described with reference to the drawings.

In figure 1, a process according to the present invention is shown
wherein a series of separated pieces of a substrate, the separate
being the whole sanitary napkins (10) but without panty fastening
adhesive, is provided and conveyed in the machine direction (1)
following the transport path of the substrate. A second, continuous
material (20), the releass paper, is also provided and conveyed. Figure
1 further shows a schematic roll printing unit {30) where adhesive {2)
is provided to the first surface (11) of the sanitary napkins {10].

in the detailed cross-sectional figure 2 a continuous delivery of
adhesive (2} to the first surface (11) is shown. The adhesive (2) is



bei'r'\g the whol e sanitary napkins (10) but w thout panty fastening
adhesive, is provided and conveyed in the nmachine direction (1) fol |l ow ng
the transport path of the substrate. A second, continuous material (20),

t he rel ease .S al so provided and conveyed. Figure 1. further shows
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-a schematic r printing unit (30) where adhesive (2) o the
first surface (11) of the sanitary napkins (10). In the detailed
cross-sectional figure 2 a continuous delivery of adhesive (2) to the
first surface (11) is shown. The adhesive(§2) is WD 96/ 38113
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describes the rguilingGystirh [14)r comdyhag (thens RowardsOthe (r3l) prif@hg wmd) in
t he receiving PP ’i.on of the rotating path (34) dives into an adhesive

bath (36). This' TS typically a bath of nolten adhesive maintained inside

The roll printing unit {30} comprises a rotating transport roll {31}. The
circular cross-section of the surface of rotating transport roll (31)
describes the rotating path of rotating transport roll {31). Roll {31} in
the receiving portion of the rotating path (34) dives into an adhesive
bath (36). This is typically a bath of molten adhesive maintained inside
the roll printing unit (30} at constant temperature by heating elements
{not shown). Also roll {31} can and preferably does have internal
heating elements such as hot oil or water channels to maintain the
surface of transport roll (31) at a constant temperature.

The transport roll (31) is wetted by the molten adhesive in the
receiving portion of rotating path (34). The roll surface continuously
moves along the rotating path out of the bath of moiten adhesive (36)
and all excess adhesive is removed from the rotating transport roll
{31) by scraper blade (35). Scraper blade {35) essentially rides on the
surface of rotating transport roll {31). it can be kept at a constant nip
by distance rings or other spacing mechanisms. It also can be
provided with constant pressure onto the roll by spring loading
scraper plate (35) or other means well known in the art of printing.
Alternatively, the amount of adhesive taken up by rotating transport
roll {31) can be controlled through the temperature and viscosity of
the adhesive in the bath of moiten adhasive {36} and the length of the
receiving portion of the rotating path (34). Then a scraper plate (35)
may not be necessary at all.

Following the path of the rotating transport roll {31) the delivery
portion of the rotating path (33) is reached where the adhesive (2} is



the roll printing unit (30) at constant tenperature by heating el enents
~(not shown). Also roll (31) can and preferably does have internal
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receives the individualized pieces, in the example sanitary napkins,
from material guiding system (12}. As can be seen in figure 2,
material guiding system (14} holds the individualized pieces of the
substrate {10) against gravitational forces. This can be achieved by
any of the ways well-known in the art, particularly by vacuum suction
in a direction opposite to the gravitational direction. A wvacuum
chamber {15} over which a screen transport surface of the guiding
system {14) movaes is indicated in figure 2.

in particutar, material guiding system (14} has to hoid the
individualized pieces of substrate firmly attached at the end of the
delivery portion of the rotating path since that is the place where the
~adhesive separates from the printing roll surface and is maintained on
the first surface {11} of the substrata {10). This can for example be
achieved by a increased vacuum suction at this point or other means
well-known in the art. In respect to the required strength of holding
the individualized pfeces by guiding systam {14} it is apparent that this
must exceed the strength with which the adhesive holds the
individualized pieces to the printing roll (31) or else the pieces would
not continue the transport path as shown in figure 2 but stick to the
adhesive transport roll {31} and cause a production interruption.

Release paper {20} is provided and introduced into the process
according to the present invention by guidance system (22) as shown
in figure 2. The distance between the point of joining it to the sanitary
napkin by interfacing the adhesive {2) between first surface {11) and



between the adhesive (2) and the first surface (11) exceeds either the
~cohesive strength of the adhesive or the adhesive strength between t he
‘adhesive (2) and the surface of the transport roll (31) or both. Once

t he adhesive transferred to the first surface (11) tFé,ﬁu t her
.conveyed togj‘%é h the sanitary napkin (10) to be joine S%{(’%&?
rel ease paper (20). Mat eri al guiding system (14) provides the support

for the separated sanitary napkin (10) during printing. Material guiding
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back into the bath of molten adhesive (361 Onlv the engravings
remain filled with the adhesive which is transported on to the
delivering portion of the rotation path of the rotating transport roll.

The “pattern of engravings” as used herein refers to the macroscopic
area which is to be provided as adhesive area onto the first surface
(11). This pattern is formed of 2 multitude of engravings {32) which
are typically small enough to provide the whole area of adhesive with
a tayer of adhesive of about constant quantity per surface area. For
example, patterns of engravings such as lines or strips are useful.
Other adhesive applications may require other and additional patterns
such a peripheral edge pattern to join the backsheet to the topsheet
around the periphery of an absorbent core. The number of alternatives
is unlimited but suitable patterns for the application will typically be
easily identified by those skilled in the art.

As will be obvious for those skilled in the art, the shape, the depth,
and density of individual engravings on the rotating transport roll
surface in addition to the overall pattern of the engravings will be a
critical parameter for the total amount of adhesive and basis weight
supplied to first surface {11). Examples of the particular shape of
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~second surface (21) needs to be carefully set in order to ensure that t he
adhesive is still in a state to provide the desired adhesive attachnent .
The pattern o hesi ve provided is continuous in nmachin ' i on

- (1) but can bé”%e |ﬂ§d as continuous or discontinuous by the%nngg#%ﬁﬁﬁb
surface of the rotating transport roll (31) in a direction (3) paral | el
to the rotation axis of the transport roll (31). The pattern preferably
can be made of linear lines or strips of dégravings or gravures (32).

Most f bly, , ' 32
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which is to be provided as adhesive area onto the first surface (11).
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Figure 3 shows a square pyramidal shape with a depression angle of
about 45° which can be seen in the cross-section shown in figure 4.
Other angles such as 30°, 15° or steeper engravings at 60° or 75°
can also be used. Figure 5 is similar to the square pyramidal engraving
of figure 3, however, with a truncated central part of the pyramids
which is shown in figure 6 in a cross-sectionzal view.

The direction of the individual engravings can of course siter relative
to the rotation axes direction {3). This is seen when comparing figure
'S5 and figure 7 which shows the same truncated pyramid square
engravings, however, with a change of their position relative to
direction {3). Figure 8 shows a similar truncated engraving as figure 7,
however, with the corners of the squares rounded. Figure 9 shows
the same engraving as figure 8, however, with a different direction of
the individual engravings. A cross-sectional representation of the
engraving of figure 9 is shown in figure 10.

Figure 11 shows another alternative embodiment of the engraving in a
truncated hexagonal pyramid. A cross-sectional representation of this
engraving is shown in figure 12. Figure 13 and 14 show a round
spherical engraving which is also an alternative.

The dimensions and density of these engravings can vary depending
on the desired result of the adhesive printing step of the present
invention. In the foliowing preferable ranges for the engravings are
given.

9
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total anmount of adhesive and basis wei ght supplied to first surface (11).
Exanpl es of t heEpeahtindividual shgravingf can have a/demty afsfrat 0.01 mm for very

PCT/ US96/ 07035 gmall amounts of adhesive to b proyided to 0.8 M o whi ch
have been found eful 1n %%g ﬁ%‘h“é&’ esl ve oP ﬁﬁ |on
di sposabl e absoPg B.8Y43 %aﬁﬁ%‘ﬂﬁﬂk??% dNPL P ?9 ners
alr e shown in fi@u5emns a&lrtbsghdé4len§th3 fengrectangdar eagravingso\gr as the op
plan view onto r. t S
shown designate yétrgté er gﬁ%%lﬁﬁaﬁgﬁgfni%é \’\’r? B found erée?tﬂ ﬁ{’ Qﬁgf’a\}iﬁﬁse
rotation axis oWhifh arenaithey squasesper cirpylar sergg[gr dimensmsCaﬁ these den in
L igures 1 grf 2 stjuaredor eirtulan ehfravingscalill be easuvrmnﬁbwmrtﬁo@atélanmchl ne
irection defin
Figure 3 shows ﬁpg.?gg}ge% g%%i&{éng%n HPée Peééié?l k%féa%ff the about
45[err] which cegta GsTé%fPﬁﬂqlit tolk &ﬂﬁ%ﬂ%bﬂmmm‘ﬂnﬂﬁ@fgg times to
BO times their depth has been found useful to provide an
approximately even adhesive quantity distribution across the total
engraved pattern.

The number of engravings per area depends on the individual
engraving size. With increasing number of engravings and reducing
size of individual engraving a8 more even adhesive delivery across the
whole adhesive area will be achieved. Ultimately, a "full surface
engraving™ which parallels the total adhesive area can be utilised.
This, however, would require distance rings or similar means to
provide the scraper blade spacing to the roll.

An example of an engraving which has been successfully used in the
context of the present invention is the engraving as shown in figure 6
with a depth of 0.067 mm, a size of 0.2 mm times 0.2 mm and 567
angravings per cm<. Thesa engravings were used to provide a panty
fastening adhesive onto a polyethylene backsheet of a sanitary napkin
according to the general description above. The panty fastening
adhesive area followed the peripheral outline of the sanitary napkin in
a so-called dog-bone-shape at a constant distance of approximately 4
mm.

Four alternative panty fastening adhesives were successfully tested at
different temperatures. They were Savare LA203 which was applied
at 130°C, Savare LA303 which was applied at 110°C, Fuller
D3964ZP which was applied at 140°C and Coramelt 867 which was
applied at 140°C. All application tests were conducted at surface



O her angles such as 30, 15[err] or steeper engravings at 60[err] or

~75[ err] can al so be used. Figure 5 is simlar to the square pyram dal
engravi ng of figure 3, however, with a truncated central part of the
pyr am ds whj ch js.shown in figure 6 in a cross-sectional \y The
direction of tvk%y‘?'%gll“’vi dual engravings can of course alter rela |?/6é°7035 to
the rotation axes direction (3). This Is seen when conparing figure 5
and figure 7 which shows the same truncated pyram d square engr avi ngs,
however, with a change of their position &l ative to direction (3).

Figure 8 shows L4Q Wﬁi‘ i J : , Wth
the corners of tgﬂ;éaédsgqé}:t?%galr#oun egﬁ%i‘%’é&gdgﬁg’%ﬁpb?t%\zh%mgétﬂ.gggﬁﬂﬁvi ng as
figure 8, howev&¥iacy mseﬁmwwr%monme%efs&ﬂéﬁ paper. Sgvaze adpesives al
Sngr avihngs. A ]gpoﬁhbtaeﬂbhosabammemmiimnam Fuller adheshgisoareng O];mf ijgure
is shown in : enbodi nent
of the engravi nég#[?%!ael%o"? Pﬁ%&@%ﬁfg‘gggﬁ%@ 'ﬁﬁéﬁﬂ&ﬂﬁﬁyégés@élgct i onal
represent ati on 8fhasivyeis availahlexfroryKeemmesling inPirmgsens inpGernaar.e 13 and 14
show a round spherical engraving which is also an alternative. The
di rensi ons and density of these engravings can vary dependi ng on the
desired result of the adhesive printing step of the present i nventi on.
In the follow ng preferable ranges for the engravings are gi ven.
WD 96/ 38113 PCT/ US96/ 07035
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Each i ndi vi dual engraving can have a depth of fromO0.01 mmfor very

“smal | anmpunts of adhesive to be provided to 0.8 mmfor the transport of
| arge quantities of adhesive. An engraving size of 0.01 mmup to 2.5 mMm
as the side | r rectangul ar engravings or as the di éégr
“circul ar engrvgglg%\gh%as been found useful. For engravings kﬁ?@%&g’?
nei t her square nor circular simlar dinensions as those for square or
circular engravings will be easily definable for those skilled in the
art. The dinensions are of course taken a9 the surface of the rotating
transport roll. A distance between engravings of 0.5 tinmes to 50 tines

The nunber of engravings per area depends on the irtdl ¢idbaal® $ erfgravi ng
size. Wth incrEAE|I§gCIHIMERAS0f engravi ngs and reduci ng si ze of

I ndi vi dual engraviyn re_eve dhesi ve delivery acrqgss the ol e
adhesi ve area vfl*\ g‘?%zggﬁiégé’&?‘ﬁeﬁq ﬁ&t@&?e,s“ée 'al'ﬁallms%(r)fﬁﬁfémfacﬁné{lévi ng"
whi ch par al | el substrateferl uselincgidispasable absorbent erticle,cshid adhésive, afeavwever ,
woul d require HavimaDerinhefal 8tas, $3iHBrobsey) isingP! Ovi de the scraper

bl ade spacing to ttf]hg ?’OIP. g\n' exa?p?e ofé%‘??agﬁa avi ng whi ch has been
successfully used in the context of the present invention is the

eng{ avi ngoaz sladvprovidifig quseries of separatadopietées af aidGubstrate, eacte off 0. 3
mmtines O. : ‘mgéf]g &6h i n use
to provide a ?%gmé%‘ agft gﬁpﬁ,&g a eéi ve 8ﬁ€€§ga poﬁ@%fggf'gﬁ% %gic splsget of a
sani tary napki furiacghaying aperipheral ed@Ber al description above. The panty
fast eni ng adhesive area followed the peripheral outline of the sanitary

napkin in a 43 Ox - 1,S fe

approxi matel y jﬁ c&ﬁ#‘% %Qg)g?fi‘% ﬁﬁ%ﬁt@%pg%gﬁféhl%%%gsﬂ& wer e
successful |y t deaghingdirections f erent tenperatures. They were Savare LA203
whi ch was applied at 130[err]C, Savare LA303 which was applied at 110C,
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said substrate,

their depth has been found useful to provide an ! ' en
adhesi ve quantity distribution across the total H!ﬁ:“mmmm me

sa}d process being characterised in that

said adhesive area is provided by continuous roll printing, thereby
creating an adhesive area which has at least portions of its said
peripheral edge coincide with said peripheral edge of said first surface.

2. A process according to claim 1 wherein all of said peripheral edge
of said adhesive area coincides with said peripheral edge of said first
surface.

3. A process according to claims 1 or 2 wherein said continuous roll
printing comprising a rotating transport rolf for continuously
transporting said adhesive, said roll continuously receiving said
adhesive in a recelving portion of its rotation path, said receiving
portion being within @ bath of said adhesive, said roll continuously
transporting said adhesive from said receiving portion of its rotation
path by rotating to a delivering portion of its rotation path and said roll
delivering said adhesive to said first surface in said delivering portion



applied at 140C. All application tests were conducted at surface WO
-96/ 38113 _ PCT/ US96/ 07035
18 speeds of up to 100 m m n. umﬂ“gﬂmnauﬂlml al providing the second
surface was a sili conl ze Savar e adhesipwgsisabfy
-avail abl e froﬂ\"g%(uf‘g* in Mtan®tinrt |tal§, Fuller adhesives are 035
avai l able from H. B. FuI I er of Lueneburg in Germany and Coranelt adhesi ve

is avail able f
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Hed said sggarated Pﬂcﬂ$ocess conpri sing

4, A process according to any of the preceding claims wherein said
adhesive area provides a permanent joining means for said substrate
to said disposable absorbent article.

6. A process according to claims 1,2 or 3 wherein sald disposable
absorbent article is used in the undergarment of a user and comprises
a panty fastening adhesive for realisably joining said article to the
undergarment of a user of said article, said adhesive area providing
sald panty fastening adhesive.

6. A process according to claim 5 wherein said disposable absorbent
article is prepared from a continuous substrate, said substrate being
severed to provide separate absorbent articles and then said separated
absorbent articles are provided with said panty fastening adhesive.

7. A process according to claim 6 wherein said disposable absorbent
articles are sanitary napkins, catamenials or panty liners and comprise
a topsheet, a backsheet and an absorbent core placed between said
topsheet and said backsheet, said backsheet providing in use a
garment facing surface of said articles, said first surface being said
garment facing surface of said backsheet.

8. A process according to ciaim 6 or 7 comprising the additional steps
of .

d) providing a continuous strip of a releasable cover means;

e} placing said cover means onto said adhesive area on said separated
absorbent articles, and

f) severing said cover means in order to provide .individualised
disposable articles.



- adhesi ve are

a)'providing a series of separated pieces of said substrate, each of sai d
- pieces of said substrate conprising said first surface, said first

surface having a peripheral edgemmﬂllm"uﬂmmwsal d series of separated
P ihesive saga%%#gi ;?;ef:Ps? surfhce ol sdid’ pi eces og) p;aﬁggg g@?Bate

sai d process being characterised in that sai d adhesive area is provided
by continuous roll printing, thereby creating an adhesive area which has
at |east portions of its said peri pher 2l edge coincide with said

theroin all 62?%2‘.‘ [rakes adcirding b 1l 6 oy cOmBRROD SaRtEhAeehs ' i T
sai d perlpheral edge of said flrst surface. 3. A process according to
tClrgingBorlt 0;0|2| Orrewﬂimféoﬁﬂdﬁdwmm 604 releasdtil® cover ﬁﬂgﬁi jsing a fglt ?tl ng
conti huous! y. r & dtedifl] sell EVermeand BRF R hefloiondd 0Breald sobiated
rotation path, absprberd@sticlesgnd portion being within a bath of said
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said first surface in said delivering portion
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20.0f its rotatlon path discontinuously due to the discontinuous prese
-of said separated pieces. 4. A process according to any of the precedi v
cl ai ms wherein said adhesive area provides a permanent joining 2ans f&P
said substrate to said di sposabl e absor bent artlcle 5. A progi®

according to cla , 2 or 3 her sor bent g i@cic is
used in the unde:lgé} nt of a use%@ﬁ%s a panty fasten i’-‘ adhesi ve
for reali smﬁmmﬁbﬁlmmm@m BRTEPPEOGPERATION TREATS Pcd)
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(57 Abstract

The present invention refates o a process for making disposable absorbent articles comprising two materials (10 and 20) which are
adhered to each other. Tmportantly, the pracess utilizes a continucus roll printing unit (30) to provide an adhesive (2) onto g discontinuous
series of separated pieces of a substvate material (10). This adhesive printing process can be used to provide full surface covering adhesive
areas without the need to eut through the adhesive (2) when separating the pieces of the substrate material (10) after application of the
adhesive (2).




disbosable articles. WO 96/ 38113

*PCT/ US96/ 07035 21 9. A process
according to claim6 or 7 conprising the additional steps of c)
providing a continuous strip of a rel easable cover neans; d) placing said

cover neans onto said adhesive area on said separated absorbent articles,
and e) storing said continuous strip of said cover neans in order to
provi de a series of disposable articles which can be del am nat ed when
needed.
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