2006 -1 PROCESS FOR MAKI NG DI SPCSABLE DI APERS BACKGROUND OF THE | NVENTI ON
The present invention relates to a process for naking 5 disposable

di apers. Japanese Patent Application Publication No. 1992-161152A

di scl oses a process for making absorbent articles such as disposable

di apers. According to the process disclosed in this Publication, a web
sheet which is a series of individual 10 absorbent bodlqémaﬁﬂﬁbgﬂﬁmds in a
machine direction is coated on one syrface with an adhesive agent and then
this web sheet is guided between a roll serving as a cutting neans and a

roll serving_as a @@@@Eggty@g MRanscandssutator obt g4 he i ndi vi dual
absor bent bodi es. The individual absorbent bodies are 15 successively

rotated around their own axes on the reorienting means by 90 fromthe
machi ne direction to a transverse direction orthogonal to the machine
direction and then joined to ternost _sheet fed in the machi ne

direction so that the |ﬁ&pﬁﬁgggﬁDaﬁgoF%gngNﬁ%ﬁ?E% are placed on the

outernost sheet 20 intermittently in the machine direction. In the
above-cited knGwe precess, ihhentobh seiaing s a pruttshgiaeanskisg provi ded
on its peripheral surface wth a blade extending in an axial direction of
the rell anrd cemmenky agakked
Japanese Patent Application PublicationNo. 1992-161152A
discloses a process for making absorbent articles such as
disposable diapers. Accerding to the process disclosed in this
Publication, a web sheet which is a series of individual
10 absorbent bodies and extends in a machine direction is coated
on one surface with an adhesive agent and then this web sheet
is guided between a roll serving as a cutting means and a roll
serving as a reorienting means and cut to obtain the individual
absorbent bodies. The individual absorbent bodies are
15 successively rotated around thelr own axes on the reorienting
means by 90° from the machine direction tec a transverse direction
orthogonal to the machine direction and then joined to the
outermost sheet fed in the machine direction so that the
individual absorbent bodies are placed on the cutermost sheet
20 intermittently in the machine directiocn.
In the above-cited known process, the roll serving as a

cutting means is provided on its peripheral surface with a blade

extending in an axial direction of the roll and commonly called



15 DEC 2006 -2 as an upper tool. The roll serving as a reorienting neans
has its peripheral surface which the upper tool hits addﬁi&ﬂbggmpnly
called as a | ower tool. The peripheral surface of the roll serving as a

cutting
usual I'y
The rol

the roll

to five tlnes of the _ dia
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means has a relatively small 5 circunferential dinensionwhi
corresponds to a length of one or two individual absorbent

ch
bodi es.

serving as a reorienting neans has a circunferential |ength
sufficient to support at |east two individual absorbent bodies on
peri pheral surface and to allow one of these two individual 10 absorbent

bodi es to.rotat
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cases,

reor|ent|ng nmeans "has a di aneter as arge as three

r e rol ser vj cutti

to 15 be worn during continuous use of these two rolls, these two r
need per cediledmaisneeRancs indlchePke perimierak perfaeh ©f exeharyes of
parts. Regarding this, the roll serving also as the |ower cutter r
much ti mgeandnlgabers f or nahht enancecansheaks amd parlitsziexchangasa because of
its relatively large 20 dianeter. The hot nelt type adhesive agent

used tn
probl em

10

15
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Depending on a viscosity at which the hot nelt type

of one or two individual absorbent bodies. The rell serving
as a recorienting means has a circumferential length sufficient
to support at least two individual absorbent bodies on its
peripheral surface and to allow one of these two individual
absorbent bodies to rotate around 1its own axis. with a
consequence, in many cases, the roll serving as a reorienting
means has a diameter as large as three to five times of the
diameter of the roll serving as a cuttingmeans. Since the blade
and the peripheral surface which the blade hits are liable to
be worn during continuous use of these two rolls, these tworolls
need periodic maintenance and checks as well as periodic
exchanges of parts. Regarding this, the roll serving also as
the lower cutter requires much time and labor for maintenance,
checks and parts-exchanges because of its relatively large
diameter. The hot melt type adhesive agent commonly used in
the process for making a disposable diaper may also raise a
problem. Depending on a viscosity at which the hot melt type

adhesive agent is applied, a layer of the coated adhesive agent

ans.

e liable
olls

eqU|res

commonl y
a



adhesive agent is applied, a layer of the coated adhesive agent 15 DEC 2006
-3 may be unnecessarily thick. In consequence, the artichrqyypzmg§ di aper
may be unconfortably stiff. SUMVARY OF THE | NVENTI ON 5 1t Ps”an % | ect of
the present invention to provide a process for continuously nmaking a

di sposabl e di aper inproved so as to facilitate maintenance, checks and
parts-changes of upper and |lower tools to make a thickness of an adhesive
| ayer light. 10 According to the present invention, there is provided a
process for continuously making a disposabl e diaper generally conprising

the step$,9f Le0@kk NG & OUt ek nsWf acen o dd S0tk ashegt e Ofud first
web including said first continuous cover sheet, a second cover sheet fed

i fi hi ne di ' d | i f bl ocks made of bod
Flurd abeor barthaferi SF ARACRFAF C7BoYedt bofen 1 hese two cover shoel

iween these two cover sheets and
arranged intermttently in the first nmachine direction with an adhesive
agent, cutting the first web in a transverse direction orthogonal to the
first machine direction between respective 20 pairs of adjacent the bl ocks
to obtain individual absordiBMARYrERDERE, INGGNTERN ng t he indivi dual
absorbent nenbers fromthe first machine direction to the transverse
direction, andyt 15 an object of the present invention to provide a

process for continuously making a disposable diaper improved

50 as to facilitate maintenance, checks and parts-changes of

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

light.

10 According to the present invention, there is provided a
process for continuously making a dispcosable diaper generally
comprising the steps of coating an outer surface of a first cover
sheet of a first web including said first continuous cover sheet,

a second cover sheet fed in a first machine direction and a

15 plurality of blocks made of body fluid absorbent material and
interposed between these two cover sheets and arranged
intermittently in the first machine direction with an adhesive
agent, cutting the first web 1n a transverse direction
orthogonal to the first machine direction between respective

20 pairs of adijacent the blocks to obtain individual absorbent
members, reorienting the individual absorbent members from the

first machine direction tc¢ the transverse direction, and

ponding the individual absorbent members to a second web



bondi ng the individual absorbent menbers to a second web 15 DEC 2006 -4
conprising a continuous sheet fed in a second nachine direction orthogonal
to the transverse direction so that at |east a part of 1dndi lof{ithe

i ndi vi dual absorbent nmenbers constitutes a crotch region of the diaper and
at least a part of the second web 5 constitutes a waist region of the

di aper. The i nprovenent according to the present invention is

characterized in that an adhesive agept is a hot nelt adhesive agent, the
first web coated with the adhesive agent is guided between upper and | ower

tool rol |o%n%?£ti%ﬁglign£ conttipeclisansyer seqlh di §eebhoRalcniparal ekt 1on each
other, the first web is cut by these rolls between respective pairs of

adj acent the bl ocks 19 . obtain the indiyidual absprbent yemhers,. ihe

absor bent” nenbers are gui déd between the Towdr tool TolT “and anUIde roll
extending in the transverse direction in parallel to each other with a 15
hot mel t CadPssh ¢é HifehRdonl tha! APESEPERTEICEIfget Cprabibdtagai mettch

peri pheral surface of the guide roll, then the individual absorbent

menber s aregitmnandf eheedifipem tdiel gui deasd] |2 treE ofecriientdamna ok¢b
extending in parallel to the guide roll wth the second cover sheet placed

agai nst %c@%&ﬁ@ﬂ%%@'asuéﬁéﬁergbigﬁ bherrgofigpting roll, the individual
absorbent nenbers are successively reoriented fromthe first nachi ne
direction to t%ge improvement according to the present invention is
characterized in that an adhesive agent is a hot melt adhesive
agent, the first web coated with the adhesive agent is guided
between upper and lower tool rolls extending in the transverse
10 direction in parallel to each other, the first web is cut by
these rolls between respective pairs of adjacent the blocks to
obtailn the individual absorkent members, the absorbent members
are guided between the lower tool roll and a guide roll extending
in the transverse direction in parallel to each other with a
15 hot melt adhesive agent on the first cover sheet pressed against
a peripheral surface of the guide roll, then the individual
absorbent members are transferred from the guide roll to a
reorienting reoll extending in parallel to the guilde roll with
the second cover sheet placed against a peripheral surface of
20 the reorienting roll, the individual absorbent members are
successively reoriented from the first machine direction to the

tranaverse direction on the reorienting roll and then the

individual absorbent members are fed onto the second web and



transverse direction on the reorienting roll and then the indi
absorbent menbers are fed onto the second web and 3 -SHbﬁqﬂﬁﬂ{% t he
resent

second web by neans of a hot nelt adhesive agent. The

i ncludes the follow ng enbodinents. The peripheral surface of

rol |

is adapted to 5 be tenperature-adjustable. D aneters of t

vi dual

“Avent i on

t he_gui de
he upper and

| ower tool rolls are substantially equal to each other and smaller than
that of the reorienting roll. The p[ﬁqess according to the present

invention for making 10 the di sposab

e diaper is primarily characterized

in that theddd estovekeeneulebeiyrennther uppet sl hewesitveohgeotls to
obtain the individual body fluid absorbent nenbers which are t

squeezed betwe%%ethepkggghttooimgéﬁéiggmitﬂg%%#gege roblL and.{hgp;fed onto

the reorienting roll

hen

a uni que process a

upper and lower tool rolls to be reduced in order to facilitate

mai nt ena

ck of these rolls as well as exchange of the parts.

ows 15 the dianeters of the

The

| ayer of the hot nmelt adhesive agent applied on the individual body fluid

absor bent

rol |

and thereby flatten out and thinned. The di sposabl e di aper

5

10

15

20

be temperature-adjustable.

Diameters of the upper and lower tool rolls are
substantially equal to each other and smaller than that of the
reorienting roll.

The process according to the present invention for making
the disposable diaper is primarily characterized in that the
first web is cut between the upper and lower tocl rolls to obtain
the individual body fluid absorbent members which are then
squeezed between the lower tool roll and the guide roll and then
fed onto the reorienting roll. Such a unique process allows
the diameters of the upper and lower tool rolls to be reduced
in order to facilitate maintenance and check of these rolls as
well as exchange of the parts. The layer of the hot melt
adhesive agent applied on the individual body £luid absorbent
member 1s pressed against the peripheral surface of the guide
roll and thereby flatten out and thinned. The disposable diaper
obtained according to this process is free from the
inconvenience that the hot melt adhesive agent layer might

result in a feeling of stiffness and become undesirably thick.

menfiére psrppessed agafast ehelperdupiver alolduifagdaptethkogui de 20



obt ai ned according to this process is free fromthe inconvenience that the
hot nelt adhesive agent layer might result in a feelind bfl=ii2i§fhess and
beconme undesirably thick. 1 5 DEC 2006 -6 BRI EF DESCRI PTI ON OF THE
DRAWNGS Fig. 1 is a partially cutaway plan view showing a disposable
diaper; Fig. 2 is a partially cutaway perspective view showing 5 the

di sposabl e di aper of an arrangenent different fromthe arrangenent shown
in Fig. 1, and Fig. 3 is a diagran1i1%gstrating a part of the process for
maki ng the di sposabl e di aper. 10 DETAILED DESCRI PTI ON OF THE PREFERRED

EMBODI MENTS Detail s gkrthepprogessraccor dimg poniwhespresent invention for
maki ng di sposabl e diaper will be nore fully understood from the

description given hereunder wit.h refer ! np i.hg.draw ngs.
15 Fig. 1is a¥g§ft?%I¥€ gﬁt%%%%“%ﬁgﬁ gpgﬁﬁéﬁo&#ﬁ& :%&8%p§%¥k§%g I sposabl e
di aper 1 according to this invention. The diaper 1 generally conprises a
body fl ufdSERSEPBENEIABRBEr 2 having a rectangul ar shape di nensioned to be
| onger in a longitudinal direction of the diaper 1 and an hourgl ass-shaped
20 sheet-|i ke §uppo?tiseryerrt3d.alConftivgarayi paakbyrtine diapeshdwing

5 the disposable diaper of an arrangement different from the
arrangement shown in Fig. 1; and
Fig. 3 is a diagram illustrating a part of the process

for making the dispesable diaper.

10 DETAILED DESCRIPTION OF THE PREFERRED EMBODIMENTS
Details of the process according to the present invention
for making disposable diaper will be more fully understood from
the description given hereunder with reference to the
accompanyling drawings.

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

20 sheet-like support member 3. Configuratioconally, the diaper 1
is composed of, as viewed in the longitudinal direction, a front
waist region 6, a rear walst region 7 and a crotch region 8

extending between these two walst regicons 6, 7. A dimension



is conposed of, as viewed in the longitudinal direction, a front waist
region 6, a rear waist region 7 and a crotch region 8 eiﬁbadﬁnﬁwbetmeen
these two waist regions 6, 7. Adinension 1 5 DEC 2006 -7 of the diaper 1
in the longitudinal direction is bisected by a center line NNN. The
support nmenber 3 includes an inner sheet 4 facing a wearer's body and an
outer sheet 5 facing a wearer's 5 undergarnent, both bei ng adhesively or
thermal |y joined to each other. The sqipport menber 3 at |east partially
defines the front waist region 6, the rear waist region 7 and the crotch
region 8o¢l Brkheifpent1 and mearn omaiistidiegilonsrbetTon ailstsstrddundi ng

el astic nenbers 14 extend in a transverse 10 direction of the diaper 1
bet ween %h%%ﬁtegnggngng _Quter sheets 4, 5 and are secured in a stretched
state to at [east one of these sheets 4, 5. The inner and outer sheets 4,

5 are |iquid- gerV|ous or ui d- |n§eRV|ous and nadehpf a,suitable
material such ase S%?%%{F<?qm Sh or ~HChBAGDVER FHBYS ERCES the?body 31 ui d
absorbent menmber 2 includes a |iquid-pervious topsheet 21,

|'i qui d-i wpereirdgs opdy| iand daper vhoas bicksheer 22CaRg a2 bleekr23 Svhich is
i nterposed between these top- and backsheets 21, 22 and nmade of body
absor penunamt-gtirabnt Ther dropshegtadhk sand ityher ba@kmbeety P22 @@ to each

other. The support member 3 at least partially defines the
front walist region 6, the rear waist region 7 and the crotch
regicn 8. In the front and rear waist reglions 6, 7,
waist-surrounding elastic members 14 extend in a transverse

10 direction of the diaper 1 between these inner and cuter sheets
4, 5 and are secured in a stretched state to at least one of
these sheets 4, 5. The inner and outer sheets 4, 5 are
liguid-pervious or liquid-impervious and made of a suiltable
material such as a plastic film or a nonwoven fabric.

15 The body fluid absorbent member 2 includes a
ligquid-pervicus topsheet 21, liguild-impervious or
liquid-pervious backsheet 22 and a block 23 which is Interposed
between these top- and backsheets 21, 22 and made of body
absorbent material. The Topsheet 21 and the backsheet 22 are

20 overlaid and joined together outside along a peripheral edge
of the block 23 using a suitable adhesive agent or a heat-sealing
technique. The body fluid absorbent member 2 in which the block

23 is covered with the topsheet 21 and the backsheet 22 in this



20 overlaid and joi ned together outside along a peripheral edge of the

bl ock 23 using a suitable adhesive agent or a heat-sealing prechfisue. The
body fluid absorbent menber 2 in which the block 23 is covered™with the
topsheet 21 and the backsheet 22 in this 1 5 DEC 2006 -8 manner extends in
the crotch region 8 further into the front and rear waist regions 6, 7
wherei n the backsheet 22 is bonded to the inner sheet 4 by neans of an
adhesi ve agent (not shown) . In thisgmanner, the body fluid absorbent
menber 2 nakes a part 5 of these respective regions 6, 7, 8. In the case of

the backsheet 22twhbghihsthé quitstqemdsaus st Farinaer isheethd drothe outer
sheet 5 is preferably |iquid-inpervious. The di sposable diaper constructed

as has b%%gt 9839&}6%3?& %*%g;‘i%n%ag, b?&%%%.i&“thé%‘?ci?fﬁl@é 23538 MeLhsgnown
open-type di sposabl'e diaper. 10 Fig. Is a partially cutaway perspective
vi ew showi n a, pants-type, di sposabl e_di aper 101 obt ai ned Ey t he process
2coor di g eI SHELb DEBSar Aer TORRBRETT SRETE Han Sieraped
support menber 103 and a body fluid absorbent menber 102 attached to an
i nner si de shisheazupporttheneaderf 1031 ab5oThenduppober e flsees163ratt | east
partially defines a front waist region 106, a rear waist region 107 and a
crotch reg am&d8. redhecdront ragdonean, wai, stg r egionsha06ask0b @renoverl ai d
and joined together at a plurality of joining |ines 110. Such the diaper
backsheet 22 which 1s liguid-pervious, the inner sheet 4 or the
outer sheet 5 is preferably liquid-impervious. The disposable
diaper constructed as has been described above can be worn in
same manner as a well-known cpen-type disposable diaper.
10 Fig. 2 is a partially cutaway perspective view showing
a pants-itype disposable diaper 101 obtained by the process
according to the invention. The diaper 101 comprises a
pants-shaped support member 103 and a body fluid absorbent
member 102 attached to an inner side of the support member 103.
15 The support member 103 at least partially defines a front waist
region 106, a rear waist region 107 and a crotch region 108.
The front and rear waist regions 106, 107 are overlaid and joined
together at a plurality of joining lines 110. Such the diaper
101 can be obtained by folding the diaper 1 of Fig. 1 with the
20 body fluid absorbent member 2 inside along the center line N-N
and then joining the front and rear waist regions 6, 7 together

in the vicinity of transversely opposite side edge zones 11 of

the respective waist regions 6, 7. However, tape fasteners 16



101 can be obtained by folding the diaper 1 of Fig. 1 wth the 20 body
fluid absorbent nenber 2 inside along the center |ine hky ﬁEg ﬁ@gn j oi ni ng
the front and rear waist regions 6, 7 together in the v éi %
transversely opposite side edge zones 11 of the respective waist regions
6, '7. However, tape fasteners 16 1 5 DEC 2006 -9 as seen in Fig. 1 are
unnecessary to obtain the diaper 101 of Fig. 2 fromthe diaper 1 of Fig. 1
and may be previously elimnated. Thg regions, portions and zones in the
di aper 101 of Fig. 2 which correspond to those in the diaper 1 of Fig. 1 5

are desi gnatednbyn tiey r ef erenggnadaesals & JitGhinl caddadapit-h10100:
respectively. Fig. 31s a perspective diagramillustrating a part of the

process f.or continuous) Kin he_.di.aper t di 0 In the
upper paﬁﬁgafq?h%?%?aé?%n?§%p??rgtCﬁg6§§§1 ?sgpgdg%é F%pgﬁ??%%%u%%ﬁhine
direction _indicated by an arrow A and, in the |ower part of the diagram a
second weBig528{&df od i L8 HEEENIPORRERT At T FEREF oI ithGi €a8B8LbYY an ar r ow
B. Adirection indicated by an arrow C which is orthogonal to the first
machi ne odi Fecgti drwiA ¢ls ortrtvogomal tal sbose ithelsecorgemadhpAerdirektion 15
B. While center lines 2, Q extending to bisect the first web 351 and the

secongl weh<382sikR8PEGIHYaING refickBechkr ansyes s i diFiect LoAdfear®ith

illustrated to lie on the sanme plane orthogonal
100, respectively.

Fig. 3 is a perspective diagram illustrating a part of

the process for continuously making the diaper 1 or the diaper

101. In the upper part of the diagram, a first web 351 is fed

10 in a first machine direction indicated by an arrow A and, in

theloweipart<xEthediagLﬂm a second web 352 is fed in a second

machine direction indicated by an arrow B. A direction

indicated by an arrow C which is orthogonal to the first machine

direction A is orthogonal also to the second machine direction

15 B. While center lines P, Q extending to bisect the first web

351 and the second web 352, respectively, in the transverse

direction C are illustrated to lie on the same plane orthogonal

to the transverse direction C, 1t is also possible to arrange

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

20  in the transverse direction C. Of these first and second webs

351, 357, the second web 352 comprises a continuous inner sheet

304 and a continuous outer sheet 305 placed upon and joined to

each other. Between the continucus inner sheet 304 and the



to the transverse direction C, it is also possible to arrange these two
center lines 2, Qso as to be spaced one from anot her 20,i gge transverse
direction C. O these first and second webs 351, 352, tméPQ od5web 352
conprises a continuous inner sheet 304 and a continuous outer sheet 305
pl aced upon and joined to each other. Between the continuous inner sheet
304 and the 15 DEC 2006 - 10 continuous outer sheet 305, a plurality of
first elastic menbers 314 continuous{y extending in a stretched state in
the second nachine direction B and a plurality of second elastic nenbers

317 ext er@inRd rivd i@ Stifet ehedt Stoat, s i udall L ARSYEFSes didlecitiiomeniedr s he
second web 352, i.e., in the transverse direction C are interposed. The

e
Si e, odgod ‘of “S15 CXEendi e TH et arl Bl To CAZR iher andar " bonded Co at

| east one of the sheets 304 305. Iurali%g of second el astic nenbers

. : A pl u)
317 lie MPcRigeotdpreet320 3 g tarah%g%gaw SEFCE 2 5haS bt St Rgn{etdnd web

352 so that these groups 320 are spaced one from another in the second
machi ne dilrleetitendBngl teraatiefstded selts iiveky tspabvediaensionti@l and a
relatively | arge dinmension C2. The second elastic nenbers 317 are bonded
to atsl east tapes@®fohdecsheebs 804, , 305 cnd5c tandher upperpariorot £+g. 3, the

first web 351 conprising a continuous topsheet 321, a continuous backsheet
322 and %r?lterposed. The first elastic members 314 lie in the vicinity
of transversely opposite side edges of 312 extending inparallel
to each other and are bonded to at least one of the sheets 304,
305. A plurality of second elastic members 317 lie in a group
10 320 in a transversely middle zone of the second web 352 so that
these groups 320 are spaced one from another in the second
machine direction B alternately by a relatively small dimension
Ci; and a relatively large dimension Cp. The second elastic
members 317 are bonded to at least one of the sheets 304, 305.
15 In the upper part of Fig. 3, the first web 351 comprising
a continuous topsheet 321, a continuocus backsheet 322 and an
absorbent block 323 interposed between these two sheets 321,
322 is illustrated to be fed in the first machine direction A.
As illustrated, the absorbent blocks 323 each having a
20  rectangular shape which is relatively long in the first machine
direction A and arranged intermittently in the first machine

direction A. The continuous topsheet 321 and the centinuously

backsheet 322 are overlaid and joined together outside along



absor bent bl ock 323 interposed between these two sheets 321, 322 is
illustrated to be fed in the first machine direction A ﬁg gﬁpgﬁhéated,

t he absorbent bl ocks 323 each having a 20 rectangul ar sha S
relatively long in the first machine direction A and arranged
intermttently in the first machine direction A The continuous topsheet
321 and the continuously backsheet 322 are overlaid and joi ned together
outside along 1 5 DEC 2006 peripheral; edges of the respective blocks 323
by use of a suitable adhesive agent or a heat-sealing technique. Such the

first webe3dbnesalleddyelh dit s.icontd suous: hacksheed 322 bacirg odpward in
the first machine direction A and, in the course of 5 being fed in this

manner, t i . e LS hesi er 353
h b e e e e B R % € b 351
fed in the first nmachine direction A and the second web ed. in the
second machPhe"8Prect ifoh LB Wétﬁrﬁt?ﬁ¥¥kﬁ%ﬁﬁ&fstB@EgﬁEPeBygﬁéa%%c%ﬁgzan upper

tool roll 361, a lower tool roll 362, a guide roll 363, a reorienting rol
364 anduawpressnriohd 38 tasashdowe fhreegiosd.A Frel,uppekheooburdt|of 361 and
the lower tool roll 362 respectively rotate in directions indicated by

arrows DpeEnal psndnaxess 86dder 362a dbnexhends pgckrhpatatl el steveaah ot her
in a direction orthogonal to the first nachine direction A The upper tool

roll 361b&san adhesive coater 353 with a hot melt adhesive agent 354

in a desired pattern.
The first web 351 fed in the first machine direction A
and the second web 352 fed in the second machine direction B
10 are integrated together by means of an upper tool roll 36l, a
lower tool roll 362, a guide roll 363, a recrienting roll 364
and a press roll 369 as shown in Fig. 3. The upper toocl roll
361 and the lower tool roll 362 respectively rotate in
directions indicated by arrows D, E around axes 36la, 362a
15 extending in parallel to each other in a direction orthogonal
to the first machine direction A. The upper tool roll 361 is
provided on its peripheral surface with a blade 366 extending
in parallel to the axis 36la so that the blade 366 may come in
contact with a smooth peripheral surface of the lower tool roll
20 362 under an adjustable pressure. The lower tool roll 362 is
formed on its peripheral surface with & plurality of vacuum
suction eopenings {not shown). The lower tcol recll 362 and the

guide roll 363 respectively rotate in directions indicated by



provided on its peripheral surface wwth a bl ade 366 extending in parallel
to the axis 36la so that the blade 366 may conme in cont E a snoot h
peri pheral surface of the |lower tool roll 20 362 under a “hg}&slg Bl e
pressure. The lower tool roll 362 is formed on its peripheral 'surface with
a plurality of vacuum suction openings (not shown) . The | ower tool rol
362 and the guide roll 363 respectively rotate in directions indicated by
1 5 DEC 2005 -12 arrows E, F around j@xes 362a, 363a extending in parallel
to each other so that one of these axes 362a, 363a nay be shifted to

adj ust azdirstance rbet wveen akkbeses 1 a0 360k ex 36211 B3 3nanfOrl d ot cagi ttst a
contact pressure of the rolls 362, 363 mhen these two 5 rolls 362, 363

rotate wy he f he t

surface o%@eﬁegau# e rol%{%%éj#gﬁg orne % ngggglgﬁﬁgz%ﬁggﬁfﬁg@Fglcone
rubber or fluorgcarbon resin so.that the h a ent 354 in
a nol tenaéirjusge?h ghﬁ??%‘ﬁe St Ty e e 48 3?0225238% 9?5 R peti pher :’3.|

10 surface. In addition, this peripheral surface is tenperature adj ust abl e
so t hat tahfeuﬁ@tar@rttaadh@gueﬁéuége@f 3od ropay Bel mal it aheedthasadhesi vel y
effective condition and separated fromthe peripheral surface in a stable
condi §i orollEhesqpii despoldot363 iwitah sehpr avixded webi B$1lperniphesadesur f ace
15 with a plurality of vacuum suction openings (not shown) . The
therebetween. A peripheral surface of the guide roll 363 is
formed by material such as a silicone rubber or a fluorocarbon
resin so that the hot melt adhesive agent 354 in a molten or
seml-molten state may be sasily separated from the peripheral
10  surface. In addition, this peripheral surface 1s
temperature-adjustable so that the hot melt adhesive agent 354
may be maintained in adhesively effective condition and
separated from the peripheral surface in a stable condition.
The guide roll 363 is also provided on its peripheral surface
15 with a plurality of vacuum suction openings (nect shown). The
reorienting roll 364 extends in parallel to the guide roll 363
and rotates around on an axis 364a in a direction indicated by
an arrow G. The reorienting roll 364 is provided on its
peripheral surfaces with a plurality of rotary tables 367
20  intermittently arranged around the axis 364a. While details
are not illustrated, each of these rotary tables 367 rotates

on the peripheral surface of the roll 364 arcund this table's

own axis by 90° in a direction indicated by an arrow T during



reorienting roll 364 extends in parallel to the guide roll 363 and rotates
around on an axis 364a in a direction indicated by an aq&pgqﬁ @%?
reorienting roll 364 is provided on its peripheral surface ? a

plurality of

rotary tables 367 20 intermttently arranged around .the axis

364a. Wiile details are not illustrated, each of these rotary tables 367
rotates on the peripheral surface of the roll 364 around this table's own
axis by 90 in a direction indicated by an arrow T during 1 5 DEC 2006 -13

1/2 rotation of the reorienting roll 364 in the direction G and then

rotates aryZ hetpetbphet aheswsdacentofng e liokE4 364 taeaiintctt s ¢t ablie' s own

axis by 90 in a direction opposite to the direction T during the

subsequent, 1 %ort%g;@gl 9R ©Ofc the ir0ldr.364, -5 The, axig: 3633 akat heogyiide rol |

363 may be shifted to ensure that the guide roll 363 is brought i

contact wi th the peripheral |, rfaces,of the rotary tables 367 or. spaced
#ﬁb@oofl?h% g

S
apart frdmithé P& iSpRETalr*Sdr

di nensi on.

| ower tool roll 362. The first

10

15

20

that the guide roll 363 is brought in contact with the peripheral
surfaces of the rotary tables 367 or spaced apart from the
peripheral surface of the rotary tables 367 by a desired
dimension.

The first web 351 is fed in the first machine directiocn
toward these rolls 361, 362, 363 and 364. The first web 351
having the continuous backsheet 322 coated with the hot melt
adhesive agent 354 and facing upward is first guided between
the upper tocl roll 361 and the lower tcol roll 362. The first
web 351 fed in close contact with the peripheral surface of the
lower tool roll 262 under the vacuum suction is then transferred
onto the guide roll 363. On the peripheral surface of the lower
tool roll 362, the first web 351 i1s cut by the blade 366 of the
upper tool roll 361 along an imaginary line R transversely
extending between each pair of the adjacent blocks 323, 3Z3 made
of an absorbent material into the individual body £fluid
absorbent members 302. The individual body fluid absorbent

members 302 are pressed by the lower tool roll 362 against the

n

of &F§* PRbPREC367° by atU8si r ed
10 The first web 351 is fed in the first machine direction

towar d t KEs@FolarsT 3B 1r3phe 36 w3641/ FheoFaisin @bt BB 1 0lHadPhg t he
conti nuous backsheet 322 coated with the hot nelt
faci n§ umwer dixiis BieBst ogutdedybedaveenll t3683 uppebet sali frekl t36&nandet he

adhesi ve agent 354 and



15 web 351 fed in close contact wth the peripheral surface of the | ower
tool roll 362 under the vacuum suction is then transferr [§§2% bhe gui de
roll 363. On the peripheral surface of the |ower tool rolﬁ Ithe first
web 351 is cut by the blade 366 of the wupper tool roll 361 along an
imaginary line R transversely 20 extendi ng between each pair of the

adj acent bl ocks 323, 323 nade of an absorbent material into the individual
body fluid absorbent menbers 302. Thg . ndividual body fluid absorbent
menbers 302 are pressed by the lower tool roll 362 against the 15 DEC 2006
-14 peri pherahesunf agerofetd®e wel deivel ko363 @hdirat athehsasems i eve r et ai ned
on this peripheral surface of the guide roll 363 under the vacuum suction

from thisg.rolh.363, -Hen, éPf’pﬁé‘Péi”s%%lacléogf cHd !?'hgdé‘tﬁﬁrlb@@é feqbers 302

are gU|de§ to the reorlentlng r ol 64. The hof nelt adhesive agent 354
in a nolten or sem

en._co dltlo ressed alnst t. her al
sur f ace é%ﬁ%mﬂﬂ?HEHQFSPﬂH§§§Q%%SFﬁ 1b%%€ eﬁﬂéeiép ent i n§ﬁ§%$£y302 are
pressed against the peripheral surface of the uide roll 363.
Consequentiyd &hec Hoelralstbsdived? v e iRyt 9894t ¢ 19 AEPEABATOHUE 19 bn t he
entire surface of the backsheet 322 and a | ayer of the adhesive agent 354
i s cofregpdndi nigk hatthnahe d.dhEze veasyrm 3$dcin andyom thesdoivenotosd rol |
362 is stopped when the body fluid absorbent nmenber 302 is separated from
the | ower. 00k i1@lds pressed against the peripheral surface of the guide
roll 363 as the body fluid absorbent members 302 are pressed
against the peripheral surface of the guide roll 363.
Consequently, the hot melt adhesive agent 354 is flattened out
10 on the entire surface of the backsheet 322 and a layer of the
adhesive agent 354 is correspondingly thinned. The wvacuum
suction from the lower tocl roll 362 is stopped when the body
fluid abscorbent member 302 is separated from the lower tool roll
362.
15 The vacuum suction from the guide roll 363 1s stopped when
the body fluid absorbent member 302 on the guide roll 363 comes
in contact with the assoclated rotary table 367 on the
reorienting roll 364 and at the same time this body fluid
absorbent member 302 is transferred with the backsheet 322
20 facing upward to the associated rotary table 367 under the
vacuum suction from the vacuum sucticn openings (not shown) of

the rotary table 367.

The reorienting roll 364 is opposed to the guide roll 363



362. 15 The vacuum suction fromthe guide roll 363 is stopped when the
body fluid absorbent nenber 302 on the guide roll 363 cone L.n contact
with the associated rotary table 367 on the reorienting PBIthéwﬁ%nd at
the sane tinme this body fluid absorbent nenber 302 is transferred with the
backsheet 322 20 facing upward to the associated rotary table 367 under the
vacuum suction fromthe vacuum sucti on openi ngs (not shown) of the rotary
tabl e 367. The reorienting roll 364 H% opposed to the guide roll 363 1 5
DEC 2006 - 15 |lying inmediately above the reorienting roll 364 and
opposed 1tQnihe REasa:EOy| 2369 | Midddomrairatel Yobel owsthedreasd end i ng

roll 364 as viewed in the vertlcal direction in Fig. 3. During 1/2
rotation of he reorie ti r 364 ar S B84 f e ui de
Lol | 363 'PoAP P Re- grods P81 PV 5R8 THFe G oRE o TE THe TOrary tabl e
367 rotates _around its own axis by 90 in the direction T, So the body

fIui d abSERBeABS membierSBail GHPCRE BH Fet SHGPGHa o R Ha o Fst WecHife

direction A i.e., in the direction orthogonal to the axis 364a of the
reorientiing t0trolbn364 tirss reoriientedgsoods 1@t extcenmd! icheparxakl| #6440 the
axis 364a, i.e., in the transverse direction C. The body fluid absorbent

menbes 3Q2chstisdueeded d1aget hebwwirtih Hherse6end 1V in the direction
G, the rotary table 367 rotates around its own axis by 90° in

the direction T. S$S¢ the body £f£luld absorbent member 302
oriented heretofore in the first machine direction A, i.e., in

the direction orthogonal tc the axis 364a of the reorienting

10 roll 364 is reoriented so as to extend in parallel to the axis
364a, 1.e., in the transverse direction C. The body fluid
absorbent member 302 iz sgueezed together with the second web

352 between these two rolls 364, 369 as the reorienting roll

364 is oppeosed to the press roll 369 to join the body fluid

15 absorbent member 302 to the continucus inner sheet 304 of the
second web 352 by means of the hot melt adhesive agent 354 and
thereby to form a third web 373. In this third web 373, each

of the body fluid absorbent members 302 is interposed between
cach pair of the adjacent groups 320, 320 of the second elastic

20 members 317 spaced apart fromeach other by the relatively large
dimension C;. The vacuum suction from the rotary table 367 is
stopped when the associated body fluid absorbent member 302 is

joined to the second web 352.



352 between these two rolls 364, 369 as the reorienting roll 364 is
opposed to the press roll 369 to join the body fluid 15 ﬁgggEprgﬁnenber
302 to the continuous inner sheet 304 of the second web by “means of
the hot nelt adhesive agent 354 and thereby to forma third web 373. In
this third web 373, each of the body fluid absorbent nenbers 302 is

i nter posed between each pair of the adjacent groups 320, 320 of the second
el astic 20 nmenbers 317 spaced apart jﬂ9n1each other by the relatively large
di rension Cl. The vacuum suction fromthe rotary table 367 is stopped when

the associ at ed thedyfi l-di §eabsos bents nmirker 1302 1S t hOkBedntond fieisecond web
352. 1 5 DEC 2006 -16 The third web 373 is further fed in the second

machi ne i.rectiaon and ;subj o] step qf _cuttin - Speci ficall
substantf%f%?gﬂfgh-ghaﬁga p%???%ﬁge%f eeﬁnﬁgﬁp a%g og?gggg ee §€304, 30%

pl aced upon each qther are 5 successively cut out fromthe %hird web 373 to
f or m opembfgs- T 1374 Wet fleeat @A H2 baY 16K TREPSE) BEENt OF Aips 820390 of the
second el astic nmenbers 317 spaced apart fromeach other by the relatively

smal | di renki ort€2. Theethi riD4veb 38F3 psatheén unan kbetoheentbach padr of

adj acent groups 320, 320 of the second 10 el astic nenbers 317 spaced apart

from gach.piheysie theutr elhat Fvehycisiaddi 4 remsizgn €2 tbenebyet ondorm

i ndi vi dual

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

10 elastic members 317 spaced apart from each other by the
relatively small dimension C; thereby to form individual
assemblies 376. Each of the assemblies 376 1s contoured by
longitudinally opposite ends 312 corresponding to the
transversely opposite side edges 312 continuously extending in

15 the second machine direction B and transversely opposite side
edges 311 extending in the direction C orthogonal to the second
machine direction B. The side edges 311 are defined by the
bisected disc-shaped zones so as to describe circular arcs
curving inward, respectively.

20 The assembly 376 may be provided in the vicinity of one
of the longitudinally opposite ends 312 with tape fasteners (not

shown) extending outward from the transversely opposite side

edges 311, respeciively. The assembly 376 obtained in this



assenblies 376. Each of the assenblies 376 is contoured by longitudinally
opposite ends 312 corresponding to the transversely opposite side edges
312 continuously extending in 15 the second machi ne diredti &m (BZ&)d
transversely opposite side edges 311 extending in the direction C
orthogonal to the second nmachine direction B. The side edges 311 are
defined by the bisected disc-shaped zones so as to describe circular arcs
curving inward, respectively. 20 The senbly 376 may be provided in the
vicinity of one of the |ongitudinally opposite ends 312 with tape

f ast ener i 1.1 h r : site
e eun e oo o R B P B RO e

2006 - 17 manner corresponds to the diaper 1 of Fig,.1 in which the inner
shoet 4 FHEEhd GELCFPShBRrSE Hiet et ioh 6y ERE PHRSPCSHURE® S0%and the
outer sheet 305 in the assenbly 376, respectively, and the absorbent
menber 2 304 defli Hew onrerhehpodys §3 dindt ad sordentl 15 Inerbes SBO2E 1 They t ape
fasteners 16 in Fig. 1 are defined by the tape fasteners with which the
assenbl y =346t nayoberpeavigeter THe assemdd ypy3ta: rayylre fiol dedowbéttt he body
fluid absorbent nmenber 302 inside in the transverse direction C, then the

P SRS S SR T ek soven 4 Sl Byt her I
tape fasteners with which the assembly 376 may be provided.

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

10 together in the vicinity of the transversely opposite side edges
311, respectively, to obtain the pants-type diaper 101 of Fig.
2. In this case, the inner and outer sheets 304, 305 are destined
to define the inner and outer sheets 104, 105 in Fig. 2. The
body fluid absorbent member 302 is destined to define the
15 absorbent member 102 in Fig. Z.

With the ©process according to the inventicn for
continuously making the disposable diaper as has been described
above, a clrcumferential dimension of the upper tocl roll 361
may be set to be substantially equal to the body fluid absorbent

20 member 302 as measured in the first machine direction A to
minimize a diameter of the upper tool roll 361. While the lower

tool roll 362 and the guide roll 363 may have respective

diameters smaller than the diameter of the upper tool roll 361,



311, respectively, to obtain the pants-type diaper 101 of Fig. 2. In this
case, the inner and outer sheets 304, 305 are destined Hﬂﬁélne t he i nner
and outer sheets 104, 105 in Fig. 2. The body fluid ab§b5 brber 302
is destined to define the 15 absorbent nmenber 102 in Fig. 2. Wth the
process according to the invention for continuously making the disposable
di aper as has been descri bed above, a circunferential dinension of the
upper tool roll 361 may be set to b r%gsubstantially equal to the body fluid
absor bent 20 nenber 302 as neasured ‘the first machine direction Ato

m nimze ;a %aﬂ?é%r%dt@@a*&'p@@ésé %11%0'36236%63Vm47§ the hoyweriotool roll
362 and the guide rol I 363 may have respective dlaneters smal | er than the

di anet er he upper tool.roll, 361, 1 006 rred that
These. rorrbe ﬁtléggyh%%a% R R R N e Lk il

di anmeter of the upper tool roll 361. |In view of the fact that the

reori ent ilAg Vil 0B énistcthaRatathp| trari eyt 619 Motldr ¢ eaBlés Ba7eahd t hese
rotary tables 367 nust 5 rotate their own axes, this reorienting roll 364
usual | y pasiraaidiyan®trertaasy tabg@séﬁﬁt@néeﬂknﬁikUEatynE&ﬂaisBhé:dmmmeter of
t he upper tool roll 361. It should be understood here that the present

inventionall-awsnthe di,aneiers 6Hl§|¥%dﬁ%@%%l%%okoﬁ?|5643@§uéﬂﬂytﬂ§é|Omer
tool roll 362 to be reduced independent|y of

a diameter as large as three to five times c¢f the diameter of
the upper tool roll 361. It should be understood here that the
present inventicn allows the diameters of the upper tool roll
361 and the lower ool roll 362 to be reduced independently of
10 the diameter of the reorienting roll 364 in order to facilitate
maintenance and/or check of these rolls, exchange of the blade
366, mounting and/or demcunting of these rolls. TFurthermore,
the invention allows the layver ¢f the hot melt adhesive agent
354 fo be pressed against the easily-releasable peripheral
15 surface of the guide roll 363 and thereby to be flattened out
over the entire surface of the backsheet 322. Such the layer
of the adhesive agent 354 1s not only thin and flexibly
deformabhle but also allows the body fluid absorbent member 302
to be bonded to the second web 352 over an area as large as
20 possible. The body fluid absorbent member 302 and the second
web 352 may be squeezed between the reorienting roll 364 and
the press roll 3¢9 to press the layer of the hot melt adhesive

agent 354 applied on the body fluid absorbent member 302 tc be



10 the dianmeter of the reorienting roll 364 in order to facilitate

mai nt enance and/ or check of these rolls, exchange of the blade 366,
nount i ng and/ or denounting of these rolls. Furthernore, TFhéEﬁnﬂEBtlon
allows the |layer of the hot nelt adhesive agent 354 to be pressed agai nst
the easily-rel easabl e peripheral 15 surface of the guide roll 363 and
thereby to be flattened out over the entire surface of the backsheet 322.
Such the layer of the adhesive agent9 54 is not only thin and flexibly
def ormabl e but also all ows the body fHUId absor bent nenber 302 to be

bonded 1 @,LA8 56000, ¥eh 1352048 Al /LA a§n'@€ﬂ§ 2%20nBR8SELP] & « The body

fluid absorbent nenber 302 and the second web 352 may 'be squeezed bet ween

e R R 2%@15%%%%%?9% P BBt fenber 302

to be 1 5 DEC 2006 -19 pressed against the second web 352. In this case,
however, tit thies cagppiarendedackahethe3Rot chel ke aotdsi Vel agehts 354emh; ght
adhere to the continuous backsheet 322 of the body fluid absorbent nenber
302 nmade mehbrendive maikabrdfc namwalvast ifafdiloncandg tdse i clointn nuolisthener
sheep 304 of the second web 352. This phenonmenon nmakes it difficult to

flatten %%ht%ﬂ@oh@eﬁ§gﬁm$osﬁgé@ ke dayeheofsdhe hofepeloadhesi ve agent
354. The invention is not limted to the illustrated

phenomenon makes it difficult to flatten out and thereby to thin

the layer of the hot melt adhesive agent 354.
The invention 1s not limited to +the i1llustrated
embodiment and without departing from spirit and scope of the
10  invention it is possible to attach the elastic members in a
stretched state s0 as to extend in the first machine direction
A to the side edges of the first web 351. The second web 352
may be replaced by the web formed by nenwoven fabric or plastic
film having none of the first elastic members 314 and the second
15 elastic members 317 bonded thereto. While the first machine
direction A and the second machine direction B are illustrated
in the accompanving diagram to be opposite to each other, it
is also possible to coincilde these two machine directions with

each other.



enbodi mrent and wi thout departing fromspirit and scope of the 10 invention
it is possible to attach the elastic nenbers in a stret hg Fﬁfﬁﬁ@ so as to
extend in the first machine direction A to the side edg ¥ first web
351. The second web 352 nay be replaced by the web formed by nonwoven
fabric or plastic filmhaving none of the first elastic nenbers 314 and
the second 15 el astic nenbers 317 bonded thereto. Wiile the first machine
direction A and the second nachi ne dtfectlon B are illustrated in the
acconpanyi ng diagramto be opposite tg each other, it 1is also possible to
CO|nC|deWg@gsqSt@@Aqg@5|@g directions with each other. 1 5 DEC 2006 -20
WHAT IS CLAIMED IS: 1. A process for continuously naking di sposabl e di apers
general ly conprising the steps of coating an outer surface of 5 a first
cover sheet of a first web including said first continuous cover sheet, a
second continuous cover sheet fed in a first machine direction and a
plurality -of bPo®RSREde T6F BBy 1 IS YaFsdripent  niRTale dhdPPer posed
bet ween these two cover sheets and arranged intermttently in said first
machi ne i@nreirméctyi onmprt bimn ddhesiepe afemtatouf tamgusairdstirfsteweb in a
transverse direction orthogonal to said first machine direction between
respesti e paids ehvad) agent saf dablaeks teObtabNuding said first
continuous cover sheet, a second continuous cover sheet fed in
a first machine direction and a plurality of blocks made of body
fluid absorbent material and interposed between these two cover
sheets and arranged intermittently in said first machine
10 direction with an adhesive agent, cutting said first web in a
transverse direction orthogonal to sald first machine direction
between respective pairs of adjacent said blocks to obtain
individual absorkent members, reorienting said individual
absorbent members from said first machine direction to said
15 +transverse direction and bonding said individual absorbent
members to a second web comprising a continuous sheet fed in
a second machine direction orthogonal to said transverse
direction sc that at least a pair of each of said individual
absorbent members constitutes a crotch region of said diaper
20 and at least a part of said second web constitutes awaist region
of said diaper, said process being characterized in that:

an adhesive agent is a hot melt adhesive agent; and

said first web ccated with an hot melt adhesive agent is



i ndi vi dual absorbent nenbers, reorienting said individual absorbent
menbers fromsaid first machine direction to said 15 trapsvsg eigkrection
and bondi ng sai d individual absorbent nenbers to a secoﬂg @eg % hprising a
conti nuous sheet fed in a second nmachine direction orthogonal to said
transverse direction so that at |least a pair of each of said individual
absorbent nenbers constitutes a crotch region of said diaper 20 and at

| east a part of said second web coninLutes a wai st region of said diaper,
sai d process being characterized in that: an adhesive agent is a hot nelt

adhesi ve agenrty nargeesat@pbirr shawebweoatedl W-bhl anehoindeld adhesiove agent
is 15 DEC 2006 -21 guided between upper and | ower tool rolls extendlng in

said transyersecdinection.inparalielite cach oifier, saldlciicstyaed s

ut by these rolls Ween respective pairs o ent “sai s to
obtaln sai d i ndividual absorbent nmenmbers, said 5, abs%{égnt nenbers are then

gui ded betweBh at BEPevist: tDBFTFEPT T SHiRtF A g HB1F5I19T 8%y 8REPAgE 1 sai d
transverse direction in parallel to each other with a hot nelt adhesive
agent onbSaicks fie stbtaver sticetiplsstith agabastbanperiephersl, stridce of
said guide roll, then said individual absorbent nmenbers are 10 transferred
from sai @b@@r@@n&%émm@r@ JeOEhentdngiddble texeands hg 1dwerpacall eb1to said

guide roll with said second cover sheet
and a guide roll extending in said transverse direction in
parallel to each other with a hot melt adhesive agent on said
first cover sheet pressed against a peripheral surface of said
guide roll, then said individual absorbent menmnbers are
10 transferred fromsaidguide roll to a reorienting roll extending
in parallel to said guide roll with said second cover sheet
placed against a peripheral surface of said reorienting roll,
sald individual absorbent members are successively reoriented
from said first machine direction to sald transverse direction
15 on said reorienting roll and then said individual absorbent

members are fed onto said second web and bonded to said second

web by means of a hot melt adhesive agent.
2. The preccess according to Claim 1, wherein said peripheral
20  surface of said guide roll is adapted to be

temperature-adjustable.

3. The process according to Claim 1, wherein diameters of



pl aced agai nst a peripheral surface of said reorienting roll, said

i ndi vi dual absorbent nmenbers are successively reorienteq Eﬁﬁgﬁ&@ﬂ{d first
machi ne direction to said transverse direction 15 on sai'd’ reoti ing rol
and then said individual absorbent nenbers are fed onto said second web
and bonded to said second web by neans of a hot nelt adhesive agent. 2.
The process according to Caim1, wherein said peripheral 20 surface of
said guide roll is adapted to be tenperature-adjustable. 3. The process
according to Claim1l, wherein dianeters of 1 5 DEC 2006 22 said upper
and | owersatigohph & lasical ewsybsicantbal kya-equabstaneashlyaidierl andesdml | er
than that of said reorienting roll.

other and smaller than that of said recorienting roll.



