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-1- SPECI FI CAT 1 ON ABSORBENT WEARI NG

ARTI CLE AND PROCESS OF MAKI NG THE SAVME 5 TECHNI CAL

FI ELD [ 0001] The present invention relates to an
absorbent wearing article and particularly to such an
article including elastic nenbers circunferentially
extendi ng around front and rear 10 wai st regi ons of
the wearer (referred to hereinafter sonetinmes as fit
gat hers). RELATED ART [0002} There have al ready been
proposed absorbent wearing 15 articlesﬁgrovided Wi th

fit gathers cireufferentiflt - %ext endi iy around the

front and rear waist regions to inprove fit of the
article around the wearer's wai st. [0003] For exanpl e,
PATENT DOCUMENT 1 di scl oses an absorbent 20 article

A SN GR ARG TRer Y au® tepsReet OFaMAKING THE SAME
| i quid-inmpervious backsheet and a liquid-retentive

absorbent structure interposed between these two
sheets so as to define a front waist region, a rear
wai st region and a crotch region -2- wherein the front

TS PégifdATand/ or the rear wai st region

[0C01]

The present invention relates to an absorbent wearing
article and particularly to such an article including elastic
members circumferentially extending around front and rear
waist regions of the wearer (referred to hereinafter sometimes
as fit gathers).

RELATED ART
[oooz]

There have already been proposed absorbent wearing
articles provided with £it gathers circumferentially
extending around the front and rear waist regions to improve
fit of the article around the wearer's wailst.

[c003]

For example, PATENT DOCUMENT 1 discloses an absorbent
article comprising a ligquid-pervious topsheet, a
liquid-impervious backsheet and a liquid-retentive absorbent
structure interposed between these two sheets so as to define

a front walst region, a rear walst region and a crotch region



10

15

is or are provided wwth a plurality of waist elastic
menbers extending in a transverse direction at
predeterm ned intervals. 1In a region occupied by the
absorbent structure, these waist 5 elastic nenbers
have el asticity thereof restrained and, outside the
opposite side edges of the absorbent structure, these
el astic nmenbers are fixed to the conponents of the
absorbent wearing article by- neans of first fastening
means so that the elasticity reof is activated. In
wheree V1 G thyrorG R iB6r a%%owaewﬂ BtSeit t i PegFEAS O
in which the elasticity is restrained and the regions
id momkirehprbeidkdstich ty pilsiraddttivvat edhis the waitsitc members
el astic nmenbers are fixed to the conponents of the
eMﬁ%’l%nQi Li6hevbysaeans c@ﬁo&%@@%@edé@é%ﬁﬁh@@ ifR@ATals .
15 PAT DOCUMENT 1: JP 2002- 9569 [0004] In the

Ili?hazo\z\gsgj% Z{ét I E%:Lgdneyﬁ_géhoes?i%soQbEB% gé-,r@g PQCL@\@E” w%’lst

ers are interposed etmeen t wo
sheets and a tensile stress as well as a drawratio

ek swHF cHEtRE T ai 5tV 20 PaSET & b ie B S ar o7 &F tatHat t 67/
the article can be freely determ ned so that the

oabsodderite anrtrodieesgdhieasdgedi sposablaos alitaper structure,
inproved in fit, absorption capacity and | eakage

£ BALE | 812 PeL f OMBRBESs MBY-ebE ipfeQVi e di ndl SELESURE: OF o THEhe

I NVENTI ON PROBLEMS TO BE SOLVED BY THE | NVENTI ON
absorbent wearing article by means of first fastening means
so that the elasticity thereof is activated. In the vicinity
of borders defined between the regicns in which the elasticity
ig restrained and the regions in which the elasticity is
activated, the waist elastic members are fixed to the
componentg of the absorbent article by means of second
fastening means.

PATENT DOCUMENT 1: JP 2002-95692 A
[0004]

In the absorbent article disclosed in the PATENT DOCUMENT
1, the waist elastic members are interposed between two sheets
and a tensile stress as well as a draw ratio at which the waist
elastic members are attached to the article can be freely
determined so that the absorbent article such as a disposable
diaper improved in fit, abscorption capacity and leakage

barrier performance may be provided.
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[ 0005] However, according to the techni que disclosed
in the 5 PATENT.DOCUMENT 1, the waist elastic nenbers
are not bonded to those two sheets in the region
occupi ed by the absorbent structure and cut off so
that the elasticity of the waist elastic nenbers is
not activated. In the vicinity of borders defined
between the regions in which the elasticity is 10
restrained and the regions-fn which the elasticity is
activated, the waist elastic nenbers are fixed to the

DISHyoERt SToflHEneNVEDNS6PHent article. Wth such

arrangenent, the segnents of the waist elastic
PRUETMSS TMaBENGOLVEDe BASTHE EWVENSTIPHI ned are left to
contract and to be shortened. Those two sheets are 15
(ddeg fromthe contraction and left to cover the
absorbent structure. [0006] Consequentially, the air

per blkeEy of. the.abso @& é%%EH&% ﬁ%gc%ggeﬁ iF the

anbi it air nay be gﬁerlo
covering the absorbent structure, In addltlon

PAFEAPh RO GG - s GhEt PABST pRi#E etF SIS Pt i bpnded

region or the rear wai st region of the absorbent
tovedrdsrg tart istkeetpayn toseragdesiseipisualy dqie eloporbent

-4- [0007] In view of the problens |left by the prior
sthtcunsolmed cut off so that the elasticity of the waist
elastic members ig not activated. In the vicinity of borders
defined between the regions in which the elasticity is
restrained and the regions in which the elasticity is activated,
the waist elastic members are fixed to the components of the
absorbent article. With such arrangement, the segments of the
waist elastic members having the elasticity restrained are
ieft to contract and to be shortened. Those two sheets are
free from the contraction and left to cover the absorbent
structure.
[0CCE]

Congeguentially, the air permeability of the absorbent
structure to the amblent alr may be deteriorated due to two
sheets covering the absorbent structure. In addition, a
graphic or logo sometimes printed on the front waist region

or the rear waigt region of the absorbent wearing article may

lose a desired visual quality.



behi nd as have been descri bed above, it is an object
of the 5 present invention to provide an absorbent
wearing article having fit gathers inproved so that an
absorbent structure has a high air perneability to
anbient air and a graphic or logo printed on the
article maintains a high visual quality and a process
for making the sane. 10 MEASURE TO SOLVE THE PROBLEM

[ 0008] There are provided ad-absorbent wearing article
and a process for making the sane. [0009] 15
According to the first aspect of the present

i nvention, an outer sheet having el astic nenbers and
(@M &drea larger than that of a first backsheet is

pl aced on and bonded to a surface of the first

backsheet «QPBOSElk ti-di Ienslinfeaee phope bt Ak re unsolved
absorbent structure, the outer sheet has the elastic

pdRIREIS, 20 NERLM hEEBLL ¥oRONESY. UNEr:  enp'of JheLe! fne
and 1s formed In a region thereof facing the
absorbent structure with an opening,. the elastic ,
PHRFRTET sTIESGENPT at@r BF Py Ghde ﬁ@ﬁgFBﬁnFrﬁﬁﬁﬁlng article
peri pheral edge of the opening beyond opposite side
hadges fot gSthahe labsovbdnio shegcrupd sardeniies fipsture has
backsheet is exposed through said opening. [0010]
a high air permeability to ambient air and a graphic or logo

printed on the article maintains a high visual quality and a
process for making the same.

MEASURE TO SCLVE THE PROBLEM

[0008]

There are provided an absorbent wearing article and a
process for making the same.
[0009]

According to the first aspect of the present invention,
an cuter sheet having elastic members and an area larger than
that of a first backsheet ig placed on and bonded to a surface
of the first backsheet opposed to its surface bonded to an
absorbent structure, the outer sheet has the elasgtic members
intermittently bonded under tengion therete and is formed in
a region thereof facing the absorbent structure with an opening,
the elagtic members extend laterally under tension from a

peripheral edge of the opening beyond opposite side edges of
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According to the second aspect of the present
invention 5 conprises the steps of continuously
feedi ng continuous elastic nenbers in a direction
parall el to a machine direction to continuous outer
sheet continuously fed in the machine direction while
the continuous elastic nenbers are intermttently
bonded under tension to the continuous outer 10 sheet,
maki ng cuts extending orthogonally to the machine
direction in the continuqus. outer sheet having.the
EHE RAGRIGIE. GItASEEE e Aber L BoRdEa  RaFEEB°8b L hac™PRged
continuous elastic nenbers are at |east partially
tlohoppedacfd opamdrondi ng the side of the absorbent
structure facing the first backsheet to 15 the
[gxont)i nuous outer sheet. EFFECT OF THE | NVENTI ON
[0011] According to the present invention, the outer
sheet, . ncl:udi [ = £ :
aat ey e e F o an Sonbead the oo
absor bent structurg wth the 9§ﬁpin t hr ough whi ch thg,
CHTRStSGFatkS FEEP S SF EXPOSBHCEE Y Hat® ST ST EL A ¢
exposed directly to anbient air. In this way, the
meabsorshelt avedrFegt aen i peabbsuringaanhighngi firgetion to
perneability of the absorbent structure to anbient air
cdri irfcyd dedreln @ddid | eont OnsocBiNi gedi tn the wmachine
pernmeability of the absorbent structure, a graphic or

difgﬂ%dﬁﬁy b@hf&éznt@Heoncﬁﬁﬁ%inuous elastic members are

intermittently bonded under tension to the continucus outer
sheet, making cuts extending orthogonally to the machine
direction in the continucus outer sheet having the continuous
elastic members bonded thereto so that the continuous elastic
members are at least partially chopped off, and bonding the
side of the absorbent structure facing the first backsheet to
the continuous outexr sheet.

EFFECT OF THE INVENTION

[COL1]

According to the present invention, the outer sheet
including the elastic mewmbers (so-called fit gathers) is
formed in its region opposed the absorbent structure with the
opening through which the first backsheet is exposed so that
the first sheet is exposed directly to ambient air. In this

way, the absorbent wearing article assuring a high air
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first backsheet assures its visual quality because the
first 5 backsheet is exposed through the opening as
has previously been described. BRI EF DESCRI PTI ON OF
THE DRAWNGS [0012] [Fig. 1] Fig. 1 is an illustrate
a di aper developed and 10 flattened. [Fig. 2] Fig. 2

is a schematically illustrates the diaper in a
sectional view taken in parallel to elastic nmenbers.
[Fig. 3] Fig. 3 |s a schemati-cally illustrates a
process ., for ma t he di aper. 15 | DENTI FI CATI ON OF

D REFERENGE NERALS ‘LRI T HE- BRAMIFNGS™© [ 913751 @4 ©

di aper (absorbent wearing article) 2 first backsheet
p3ralkol bedn stfdctoneto 201dh diest &l mariwmeabiddtter of the
sheet 5A second backsheet 5B outer covering sheet -7-
ats ORI NG SuRetirphesad rosigec Idr et magi 5S¢ gegitord on the
first backsheet assures its visual quality because the first
backsheet ig exposed through the opening as has previously been
described.
BRIEF DESCRIPTICN OF THE DRAWINGS
foc1zl
[Fig. 1] Fig. 1 is an illustrate a diaper developed and
fiattened.
[Fig. 2] Fig. 2 1is a schematically illustrates the
diaper ina sectional view taken inparallel toelastic members.
[Fig. 3] Fig. 3 is a schematically illustrates a process

for making the diaper.

IDENTIFICATION QF REFERENCE NUMERALS USED IN THE DRAWINGS

[0013]
1 diaper {absorbent wearing article)
2 first bkacksheet
3 absorbent structure
4 elastic member
5 outer sheet
5A second backsheet

5B outer covering sheet
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12 crotch region 5 13 rear wai st region 50 conti nuous
outer sheet 50A continuous second backseet 50B

conti nuous outer covering sheet HM hot nelt adhesive
10 Mcenter line NMD nachine direction DESCRI PTI ON OF
THE BEST MODE FOR WORKI NG OF THE | NVENTI ON [ 0014] 15
Taking a diaper 1 as an exanple, an enbodi nent of the
absorbent wearing article according to the present
invention wll be described-with reference to the
accogpanying draw ngs wherein Fig. 1 is a plan view

e

of t di aperi*itidevel oped and flattened as vi ewed
fromits outer surface, i.e., its surface 20 opposed
to itss surpacephacahgedidhe wearer's skin and Fig. 2 is
a sectional view taken along the line II-Il in Fig. 1.

[0015]; Therdi.apekaisdeveloped and flattened has a
shape which -8- is synmetric about a center |line M and

di vi ible. lines extending orthogonally to
t he gg%ter Flﬁ%ﬁhf?% défine a front wai st region 11,

a crotch region 12 and a rear waist region 13 in thls
or dert3 Ref 8ERENY2EBLFF§I12D an outer sheet

50 continuous outer sheet

508 continuous second backseet

50BR continuous cuter covering sheet
HM hot melt adhesive

14 center line

MD machine direction

DESCRIPTION OF THE BEST MODE FOR WORKING OF THE INVENTICN
[0014]

Taking a diaper 1 as an example, an embodiment of the
absorbent wearing article according to the present invention
will be described with reference to the accompanying drawings
wherein Fig. 1 ig a plan view of the diaper 1 developed and
flattened as viewed from its outer surface, i1.e., its surface
oppesed to its surface facing the wearer's skin and Fig. 2 is
a sectional view taken along the line II-II in Fig. 1.
[0015]

The diaper 1 developed and flattened has a shape which
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55 formed with an opening 7 and a first backsheet 2
is exposed in this opening 7. The first backsheet 2
is smaller than the outer sheet 5 and an absorbent
structure 3 having an area smaller than that of the
first backsheet 2 is bonded to the backside of the
first 10 backsheet 2. In the front waist region 11 and
the rear waist region 13, the outer sheet 5 is
provided on the backside t hér eof with elastic menber s
4 conprising a pluralit rubber st xt endi, n

gy ryEimetensi 6ROGFt ﬁo@%ﬂ%%?yl%%e the et Hech BV 85 8 Jble
that a fit of the diaper 1 around the di aper wearer's

1 e ss tex tESdvogl drbBopnprovgdto [ 00l 6lemMiner opers Agty define
extends in the crotch region 12 and further into the

a fent: andsteasgyehsii f egicors chlred3oaynPeind caldeyr waist
about the cenfer line M The absorbent structure 3

égﬁﬂ%ﬂf Qnttp'?lrg%rf& St E@fgf‘gﬁ%% 2 8180 extends bl aneet

nner “sim openi ng SO a ‘to'cover this
ening 7.. On both S|des of the ab E gt structure a
Oft“}‘?é1 BLERtFR C%?éerﬁ}élrgs74a3ﬂ‘3taerfd1rlsx}i %F AGCChinmaer® sxpose

tension froma peripheral edge 8 of the opening 7
itbeyoimd cr@nitige ‘opposite side edges of the absorbent

structure 3. In the opening 7, the first backsheet 2

and aHy aphise peicrbadether €onsmd 51 €xpasad.chEhaughimeheet

illustrated, it is possible to divide the opening 7

5 iaﬁdté(@ a%rso%éﬁtzggﬁ%c&{ﬂlee§shéxpﬁa§ LAPRY-Cs isfaller than that
of the first backsheet 2 ig bonded to the backside of the first
backsheet 2. In the front waist region 11 and the rear waist
region 13, the outer sheet 5 ig provided on the backside thereof
with elastic members 4 comprising a plurality of rubber strings
extending under tension orthogonally to the center line M so
that a fit of the diaper 1 around the diaper wearer's waist
would be improved.

[0016]

The opening 7 extends in the crotch region 12 and further
into the front and rear waist regions 11, 13 symmetrically about
the center line M. The absorbent structure 3 bonded to the
first backsheet 2 algso extends in a manner similar to the
opening 7 so as to cover this opening 7. On both sides of the

absorbent structure 3, the elastic members 4 laterally extend

under tension from a peripheral edge 8 of the opening 7 beyond
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5 partially masked. [0017] Fig. 2 is a schematic
sectional view of the diaper 1 taken along the line
I1-11, i.e., along the elastic nenbers 4. The outer
sheet 5 of the diaper 1 conprises a second 10
backsheet 5A and an outer covering sheet 5B. The

el astic mnmenbers 4 are sandw ched between these two
sheets 5A, 5B and intermttently bonded thereto by
hot nelt adhesive HM The -&bsorbent structure 3 is

bonded t hrou t he internedi ar f the first
A CRERELE e PP (T Con DA A S AT EORER Bt | ng™ £he
15 the outer sheet 5 by not nelt adhesive HM [0018]
OIRaTinDf , tiee filrst badkstreet 2220 Regtabbhd WacKsHeéhesaOn
and the outer covering sheet 5B is nmade of a

ibreegthabl e anshgh it di1eststast, art Lisqpbdsiperad diside
sheet wherein the outer 20 covering sheet 5B defines

tﬂgm%ééﬁﬁﬁ e;0f 1t RGdiAPelc e Aondd AUl s PEr¥hOUSraphic is
topsheet 14 facing the wearer's skin is placed” on and
bogggt to t@g econd backsheet 5A and the absorbent
Pt &' re specifically, the topsheet 14 is
-10- intermttently bonded to the absorbent structure
[®B4 hot melt adhesive HM Wile the topsheet 14 is
provided with nmenbers of well known art such as
| eak agiey barird & certtds ianteoithberl viewidgfgshs erivigry 1 daken
inmprove a fit of the diaper 1 around the
along the line II-II, i.e., along the elastic members 4.

The outer sheet 5 of the diaper 1 comprises a second
backsheet 52 and an cuter covering sheet 5B. The elastic
members 4 are gandwiched between these two sheets 5A, 5B and
intermittently bonded thereto by hot melt adhesive HM. The
absorbent structure 3 is bonded through the intermediary of
the first backsheef 2 to the second backsheet 5A constituting
the ocuter sheet 5 by hot melt adhesive HM.
tooisg]

Each of the first backsheet 2, the second backsheet 5A
and the outer covering sheet 5B is made of a breathable and
liquid-resistant or liguid-impervious sheet wherein the outer
covering sheet 5B defines the outside of the diaper 1. A
liguid-pervious topsheet 14 facing the wearer's skin is placed

on and bonded to the second backsheet 5A and the abscorbent

gtructure 3. More specifically, the topsheet 14 is
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5 wearer's wai st and | egs, details of these nenbers

Wi ll be neither described nor illustrated herein.
[0019] The first backsheet 2 and the second backsheet
5A are bonded to each other so as to surround the
opening 7 and thereby 10 to body waste such as urine
woul d not | eak through a gap between these two sheets
2, SA. Preferably, the peripheral edge 8 of the
opening 7 is fully bonded to'the first backsheet 2. An

area of t openi.n di.mensi oned to pe_ s | er
e i i ParOEfe oab B pent et tuck braCgrE by Hot mele
Preferably, the opening 7 is 15 forned in a manner
aditrstivehéMper Wphes dihedgedest LhAeldparirfed Wighggembers
cl ose as possible to the peripheral edge of the
ofabsorbentowrs taictaircgr Jwiltdhkagaangirt ikar chdfdi agdl efibber
and thereby the opening area is nmaximzed. [0020] 20

st id 18 3RPRLEBLLEOR K 81 2o ie: ol AL TRIDRES: 4ne

er ten3|o to the peripheral ge 8 of the

openi n 7. Co dtothe ¢ se_Ln whi ch th el ast
werS U e St BB wedhCE b sRboRHBac REABRE® S hhdD®
the outer covering sheet -11- 5B and contracted these
neivdhehebtsrilted igossilisé tRéedt hereébnst ruction
illustrated by Fig. 2 to obtain the |arger opening 7.
[ddwes] the first backsheet 2 having the absorbent
structure 3 bonded thereto is exposed through the

openifig %;angd tHexaheat 2 and the second backsheet 5A are

bonded to each other go ag to surround the opening 7 and thereby
to body waste such as urine would not leak through a gap betwee‘n
these two sheets 2, 5A. Preferably, the peripheral edge 8 of
the opening 7 is fully bonded to the first backsheet 2. An
area of the opening 7 is dimensioned to be smaller than an area
of the absorbent structure 3. Preferably, the opening 7 is
formed in a manner that the peripheral edge 8 of the opening
7 is as ¢lose as possibkle to the peripheral edge of the abscrbent
structure 3 with a margin for bonding left and thereby the
opening area is maximized.
[0020]

Ag will be apparent from Fig. 2, the elastic members 4
extend under tension to the peripheral edge 8 of the opening
7. Compared to the case in which the elastic members 4 are

cut between the second backsheet 5A and the outer covering sheet
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5 of the first backsheet 2 adapted to come in contact
Wi th anbient air wthout being nasked by the outer
sheet 5 can be maxi m zed. Consequentially, a high
permeability of the absorbent structure 3 to anbient
air is ensured and a high visibility of the graphic
15 printed on the first backsheet 2 is also 10 ensured
since there is nothing which m ght mask the graphic
15(See Fig. 1). [0021] The El-astic menbers 4 extend
under tension i.n directio al ong whi ch the

STa| S (ROTHEBGRS. 4588 ey PO 1E dBSBPBEAD S150F the
structure 3 and, nore preferably, extend outward under

carertsiuwrt ion 8l isecatohbutich ESorbhagondle tarqerecrening
center line Mso as to strain not only the first

7 bagksheete Ziit-3ebhchuheat so Hoh@ ngabrerdieidristmuetunetdre
through the internediary of this first backsheet 2.

U . it ol led th

3%?2%%ﬁc€€%£ﬁ$%%ﬁ S%?bﬁfﬁﬁi e E%%Egé to Ioseviﬁédagkgg§ea
initial shape as well _as its visual _quality nor .

ok, Bk cheriot RS Ehe 2 RTr bERIC Rt (BT E 5 gt “BBEem
wr i nkl ed and body waste such as urine mght |eak

athmotghusetivt makkes. by Rhenrsteeghegt & £2n b Mpgifsred.
essential for the present invention to bond the first

chacksheati=2 1di reet | yith therabsiot beny sif uatur e adssebent
far as the first backsheet 2 displaying the graphic

stPudiudd O dJ Ol 1G0T LAY V61 DL Efeq HNE VLTI oV @l slii i by
of the graphic 15 printed on the first backsheet 2 ig also
ensured since there is nothing which might mask the graphic
15{See Fig. 1).

foo21]

The elastic members 4 extend under tension ina direction
along which these elastic members 4 bear away from the absorbent
structure 3 and, more preferably, extend cutward under tengion
in a direction which is orthogonal to the center line M so as
to strain not only the first backsheet 2 itself but also the
absorbent structure 3 through the intermediary of this first
backsheet 2. Congeguentially, it is neither apprehended that
the graphic 15 might get wrinkled so as to lese its initial
shape as well as its visual quality nor apprehended that the

absorbent structure 3 might get wrinkled and body waste such

as urine might leak through such wrinkles. 1In this regard,
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5 indirectly bonded to the absorbent structure 3, the
absorbent structure 3 is preferably bonded to the
topsheet 14 and/or the second backsheet 5A. [0022]
Fig. 3 schematically illustrates a process according
to 10 the present invention for making the diaper 1.
The process according to the present invention
basically conprises the steps of continuously feeding
continuous el astic nenbers!40 conpr|S|ng a plurality

of rubber strings in di rection paral
T EHR e e&??&&ﬂ?‘gn‘f%t% RS niS §ti%n&ﬁ %Pﬂ?hfé“e% fagst
continuously fed in the machine direction MD while
badieslomit i2nddrecelastipcthenbeserdeniaret yunierd tt &gt Fpr as
bonded under tension to the continuous outer sheet 50,

cHeki NG eHtRsBxtendi dgsrdniogpnald yrupht bel fraohifee from
direction MD in the continuous outer sheet 50 having

gééf}.%t i 04eug el ﬁé&zéfego émpeffs 40 9999@%&&1@5@@; $04g

he contlnuous astic nbers 40 are at | east
artiall ed off and bonding the si
LD etretech 18 7 a?ﬁa%esgw%ﬁurﬁagksfﬂ%%@%SErFsm
t he continuous outer sheet 50. -13- [0023] The center
stimetWof thomifspebly bbrdeddd byctinirsipradcédsnd/sor the

orthogonal to the machine direction MD. The topsheet
sddond W hsHesstcant.i nuous in the machine direction MD)

and the other
[0022]

Fig. 3 schematically illustrates a process according to
the present invention for making the diaper 1.

The process according to the present invention basically
comprises the steps of continuously feeding continuous elastic
members 40 comprising a plurality of rubber strings in a
direction parallel to a machine direction MD to a continuous
outer sheet 50 continuously fed in the machine direction MD
while the continuous elastic members 40 are intermittently
bonded under tension to the continuous outer sheet 50, making
cuts extending orthogonally to the machine direction MD in the
continuous outer sheet 50 having the continucus elastic
members 40 bonded thereto go that the continuous elastic
members 40 are at least partially chopped off and bonding the

side of the absorbent structure 3 facing the first backsheet

2 to the continuocus outer sgheet 50.
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5 menbers (not illustrated in Fig. 3) are bonded, in
subsequent steps, to the continuous outer sheet 50
havi ng the absorbent structure 3 bonded thereto and
then the assenbly obtained in this manner is cut into
the individual diapers 1 as finished products. 10
[ 0024] The process according to the invention starts
with continuously feeding the continuous elastic
menbers 40 and bonding to tihe sections of the
conti nuous outer sheet 50 destined to define the

LG t waist regions 11 and the rear wai st 15 regions
13. The continuous outer sheet 50 conprises the
cont iThgotsnisec dndelack shwetispar dndbthened A Puguprocess
outer covering sheet SOB placed on and bonded to the

i £ PRdHRs. 1Seeonde haeksheeli SEAhened N thhe topsheet 14
contlnuous elastic nmenbers 40 are fed so as to be

t&w %%ﬁ&%h%%nlﬁ *&%e%gém&@aax%%%%ﬂﬁ& eﬁ@@k@%h@r

a an conti nuous outer covering s
Bondi ng of the continuqus elastlc nmenber s . 40, to
meStheTS Ffé’*étl“s‘b’s%afa% EvB4Iby’ i AFEr RPEEERL IV &6 Fu‘aﬁ[&ent
the continuous outer covering sheet 50B with hot nelt
s tzrthres itve tHM ¢oot Lhowh owsitnghee 458 $a ¥ 519 ddifesiogerbent
coater 23 and then placing the continuous elastic
stheens 40pandetheheontd nrgusheecend backsheetoli@Aned in
Raw fabric for the continuous second backsheet 50A and

£ 18 1 CORL] PUOUS: OULES GRVENING:8N8E! aPOB 2L & fed FlitgBheq
respective

products.

[0024]

The process according te the invention starts with
continuously feeding the continuous elastic members 40 and
bonding to the sections of the continuous outer sheet 50
destined to define the front waist regions 11 and the rear waist
regions 13. The continuous outer sheet 50 comprises the
continucus gecond backsheet 50A and the continucus outer
covering sheet 50B placed on and bonded to the continuous second
backsheet S0A wherein the continuous elastic members 40 are
fed so as to be interposed between the continucus second
backsheet 50a and the continuous outer covering sheet 50B.
Bonding of the continuous elastic members 40 to the outer sheet

50 is achieved by intermittently coating the continucus outer

covering sheet 50B with hot melt adhesive HM (not shown) using



10

15

5 rolls 150A, 150B. [0025] In the next step, the cuts
20 each rectilinearly extending in the direction
parallel to the center line Mfrom the front wai st
region 11 to the rear waist region 13 are nade 10 by
the cutter 24. As a result, the continuous elastic
nmenbers 40 are at |least partially cut off and the
continuous el astic nenbers 40 extendi ng bet ween each
pair of the adjacent cuts %0 contract together wth
t he continuous outer sheet 50 so as. to formthe _.

2 lper inF TIE (4 RO HREt 2TEhe FEoNEI RGNS GUFeF oS uous
sheet 50 remains under a tension which is effective in
eldrt idimeadteivon 4parali Bhet @onhEnricth| TRe WG decikeieRn S0A.

and therefore the continuous elastic nenbers 40
rextensking het ween «ach maivs sefcdrde adikatert coths a2 the
can not fully contract, i.e., remain in a stretched
oozt Fa arhte cLHQ%@ko@@?iﬁgaFﬁeQE Lhe OReNidg fh JPY-elBective
adjusted by appropriately selecting factors such as
éﬂ wratio at _which the continuous elastic nenbers 40
r festfass W1 as tension -15- acting upon the
conti nuous outer sheet 50. Instead of naking the cuts
[@@2%; the rectilinear fashion, the cuts 20 may be made
so as to cut out partially the continuous outer sheet
50 andh ther el hetspaparaf thesopeni agcR0 wmy ibenearly
adj usted. Wile

extending in the direction parallel to the center line M from
the front waist region 11 to the rear walst region 13 are made
by the cutter 24. As a result, the continuous elastic members
40 are at least partially cut off and the continucus elastic
members 40 extending between each pair of the adjacent cuts
20 contract together with the continuous outer sheet 50 so as
to form the opening 7. At this moment, the continuous outer
sheet 50 remains under a tension which is effective in the
direction parallel to the machine direction MD and therefore
the continuous elastic members 40 extending between each pair
of the adjacent cuts 20 can not fully contract, i.e., remain
in a stretched state.
{00261

The shape of the opening 7 may be adjusted by
appropriately selecting factors such as draw ratio at which

the continuous elastic members 40 are feed as well ag tension
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5 the opening area of the opening 7 defined by the

peri pheral edge 8 thereof should be smaller than that

of the absorbent structure 3 as has previously been

descri bed, the shape of the opening 7 is preferably

adj usted so that the peripheral edge 8 of the opening

7 may be as close as possible to the peripheral 10

edge of the absorbent structure 3 and the opening are

may be maximzed. [0027] THen the first backsheet 2

havi ng the absorbent structure 3 bonded therefo
2PoAYREPPs ERR Ot THISRs BEEonaRBaEKSheets R EEA kag

hot adhesive HM so that the first backsheet 2 may
tigovets 1henopenimegtilifikerabsdrbent tder tet2d Ganig made

the first backsheet 2 are bonded to each other in the

scpta@e'f:osE§9 and dhitsi asserbly conbiaipned duxdhishamnnger and
s fed in the state of meb in preparation 20 for

tlie%del:% . S%l ls%a%lét tOIfngBe gﬁ?hg’g%a)§tkgélca{d‘ﬁrﬁt3édjavb€ﬂ91e

backsheet ereto is cut'into
i ndi vidual assenbljes b an absorbent structure
tRGARS 15 éﬁ&aossogh?ew%%%ge"agde%f@& | g peripheral
orthogonally to the machine direction MD 16 of the
edde st thaclksiieehoRldubei amahier nammertmte cdodibed awsplbent
hot nelt adhesive HM by a second adhesi ve coater 26.
sthhe-fi#st adbackspeetri dudpy herpieviouséy, pHabrdpidh the

the graphic 15 or |ogo (not shown).
opening 7 is preferably adjusted so that the peripheral edge
8 of the opening 7 may be as close ag possible to the peripheral
edge of the absorbent structure 3 and the opening are may be
maximized.

[c027]

Then the first backgheet 2 having the absorbent structure
3 bonded thereto is bonded to the continuous second backsheet
50A by hot adhesive HM so that the first backsheet 2 may cover
the opening 7.

The absorbent structure 3 and the first backsheet 2 are
bonded to each other in the other sgtep and this assembly
obtained in this manner is fed in the state of web in preparation
for individually cutting. The absorbent structure 3 having
the first backsheet 2 bonded thereto is cut into individual

assemblies by an absorbent structure cutter 25 and opposite

side edges extending orthogonally to the machine direction MD
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5 [0028] The absorbent structure 3 is bonded to the

first backsheet 2 so as to cover the opening 7 and

t hereupon the peripheral edge 8 of the opening 7 is

fixed in place by hot nelt adhesive HM applied on the

opposite side edges 27 of the 10 first backsheet 2. In

this way, the opening 7 is maintained in an opened

state and the continuous elastic nmenbers 40 are

mai ntained in a stretched sttate. If a clearance is

| eft between the_ peripheral e 8 of the openln%
Ofarid'& He XFitr SEChEEREheét CBT %%ei%élwfﬂé%ra&ﬁ Gegtefswith

an additional step of bonding using heat wel ding
hdteokhiquihsuote HE heatsseald aghtedchnicpateaf 2er tTee first

absorbent structure 3 has been bonded to the

b%ﬁé’é@@smﬁ?cﬁéd@l@ﬁ%ﬁiﬁ@ p2OALeld0029]h Ahd efmati ey, or
the process nay include the step of 20 coating the

co t ous Quter sheet along the region in which the
1%%? Ig)g:are ‘be made inclusive of conponents

ext endi ng orthogonally to the machine direction M

(3934 hot nelt adhesive. More specifically, on both

sides of the region in which the -17- cut 20 is to be

made,THe eabspegeons sdestditmes t® Becopendd@ tperilphedalrst

edge 8 may be previously coated with hot nelt

radhesiae HMo ldy thi scsase trid tdpdd radhesine teeateibon the

(not shown) may be provided on upstream (in the
pgll‘{&?éfaoin eoc%%o%i Lg L9t Bﬁening 7 ig fixed in place by hot
melt adhesive HM applied on the opposite side edges 27 of the
first backsheet 2. In this way, the opening 7 is maintained
in an opened state and the continucus elastic members 40 arve
maintained in a stretched state.

If a clearance is left between the peripheral edge 8 of
the opening 7 and the first backsheet 2, there may be provided
an additional step of bonding using heat welding technigque such
as heat sealing technique after the absorbent structure 3 has
been bonded to the continuous second backsheet 50A.

[0029]

Alternatively, the process may include the step of
coating the continuous outer sheet along the regicn in which
the cuts 20 are to be made inclusive of components extending

orthogonally to the machine direction MD with hot melt adhesgive.

More specifically, on both sides of the region in which the
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5 machine direction MD) of the cutter 24. To avoid a
problem that hot nelt adhesive mght interfere with
operation of making the cut 20, a quantity of hot
nmelt adhesive to be coated is preferably |imted.
Proper quantity of hot nelt adhesive HM to be coated
may be experinentally adjusted, for exanple, to 10 a
range of 1 to 3 g/n2. [0030] In this way, the first
backsheet 2 can be bonded t& the absorbent structure
3 wth hot nelt adhesive HM extendi ng al ong
“Herd phet d1° SfgdBcf t-Ife (0pERIRGST d&%&lf‘ﬁgr EBbeHQmTSthe
peri pheral edge 8 can be fixed in place. A quantity of
pehatpherellt atbdess veaiMbeo hevwoatey orcathel fwitth hot melt
backsheet 2 in the subsequent step can be reduced or
a@lddinate t he, uaestheseoh .+ hiG03d e Asvs ok cratasd ahswn)
for various sheets such as the 20 continuous

m%%@ﬁg%ﬁé&@o& lags%%ghnegg}ﬂsdpeuu%eeexsu @gpééﬂf@é to the

rst-backs the materi
conventionally used in this technical field includi

MO €H RIS Mo | Pife gr CBFBSF habl e T TS 1Sheh Erglee™

of thernoplastic resins may be -18- selectively used.
tiBontbhgredfc sflesel shedgdtt nitdel convi Do ragligst ¢€ making

nmenbers 40 may be carried out by hot nelt adhesive HM
£ heatzseal bgnteehnbgueor VAET: hadhdrel te adhesi @ated is

used, any particular pattern of coating is not

pf%%%%iﬁfvjfi%thgﬁ Proper guantity of hot melt adhesive HM
to be coated may be experimentally adjusted, for example, to
a range of 1 toc 3 g/m?.
(00301

In thig way, the first backsheet 2 can be bonded to the
absorbent structure 3 with hot melt adhesive HM extending along
the peripheral edge 8 of the opening 7 and thereby the
peripheral edge 8 can be fixed in place. A gquantity of hot
melt adhesive HM to be coated on the first backsheet 2 in the
subsequent step can be reduced or eliminate the use thereof.
[0031]

As stock materials for wvarious sheets such as the
continuous backsheet 50A, the continucus cuter covering sheet
508 and the first backsheet 2, the materials conventionally

used in this technical field including nonwoven fabricg, films

or breathable films each made of thermoplastic resins may be
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5 coating pattern such as stripe-, spiral- or
dotted-pattern may be selectively used. To make cuts
20, the cutting neans of well known art such as
rotary cutter, heat seal cutter supersonic cutter or
water jet cutter may be selectively used. [0032] 10
Instead of using a plurality of rubber strings as the
conti nuous el astic nmenbers 40, a single elasticized
plastic filmor elasticizetd nonwoven fabric may be
used in the place of the continuous elastic nmenbers

sefectiively sisedse, Bemeingear phersl sbagesghofthsheontinuous
opening 7 in the continuous outer sheet 15 50 may be

e honded ri-agetbes o widh teheasirhg eouronwoven fabr iscitersive HM
the like used in the place of the continuous elastic

o Sez4d 0 tte%%nfi'qf.\%t. backshest %0y healsisealiisngseq,
techni que or "hot nelt adhesive HM Wen the el astic
menbers, 4 is replaced t he singl e nonwoven .fabri

A HHe 1T KE” ffdh éﬁm¥§ﬁﬁiégiﬁmbrE%ﬁglgﬁﬁerapé the
nore reliably prevented frompeeling off from the

corfipherabesdgerd 8f tHEBpenFRTFL T KEhIPhtehePhiserpmay
the elastic nmenbers conprising a plurality of rubber

bstsd NS ey uslzen stuchmakawoven I@prilee aruttthiend ieens of
contract. -19- [0033] In the diaper 1 obtained by the

wPI PCRSSwaS Nas bgen desgribed abever,theLOnkbAUOUS tter
out er sheet 50 having the continuous elastic nmenbers

séﬁ%%g%y%igcﬁg%g%ngrh%t%%r?g%iéd%t%r‘may‘be gelectively used.

[0032]

Instead of usging a plurality of rubber strings as the
continuous elastic members 40, a single elasticized plastic
film or elasticized nonwoven fabric may be used in the place
of the continuous elastic members 40. In this case, the
peripheral edge 8 of the opening 7 in the continuous outer sheet
50 may be bonded together with the single nonwoven fabric or
the like used in the place of the continuous elastic members
40 to the first backsheet 2 by heat gsealing technique or hot
melt adhesive HM. When the elastic members 4 is replaced by
the single nonwoven fabric or the like, such nonwoven fabric
or the other is more reliably prevented from peeling off from
the peripheral edge 8 of the opening 7 than in the case of the
elastic members comprigsing a plurality of rubber strings even

when such nenwoven fabric or the like contract.
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5 region facing the absorbent structure 3 with the
opening 7 ‘through which the first backsheet 2 of the
absorbent structure 3 is exposed. The opening 7
allows the first backsheet 2 bonded to the absorbent
structure 3 to be directly exposed to anbient air. In
this way, the diaper 1 is provided, in which a high 10
air perneability of the absorbent structure 3 to the
ambient air is ensured. Fulthernore, the first
backsheet 2 exposed in this manner ensures that the
{%ﬁ%ﬂhic 15 or logo printed thereon maintains a high
visibility thereof. [0034] 15 Furthernore, this
procelgs @Hild oiwsandie Tombimoed oyt e Bheeess0asanbap been
tension to be stretched in the direction parallel to

dddier Imchi ek | eciid oo Blodhecipaenihoét MBki ngvihe the
cuts in the continuous outer sheet 50. |In other

t ut,er tret
et G SR %Ee?éﬁﬁgé ?@ef%%ﬁﬁs{ ﬁ?%d"% .
product Consequenti al | possi_bl e educe
e Thinsh B hs fﬁ%féﬁtﬁ%&ﬁv% i YREHie " ﬁ?e&rmg !
the raw fabric fed fromthe roll destined to becone a
tiwraledh ditvrehstion fofrstheadlpelisd d@abt ditgpeksarignth structure
respect -20- to the width dinension of the individua

3 disapafosed Compar@tn iy ¥ he leasecha fubkbe baiksieen ploonded
maki ng cuts is included, the production rate can be

téQBﬁQXSgoPQQnEQﬁ; %Q,%%tBQQ>Bgsﬁrﬁﬁﬂﬂgb%xﬁ%géaqga%%blent

the assunption tha e rate of feed maxi m zed

air. In thisg way, the diaper 1 is provided, in which a high
air permeability of the absorbent structure 3 to the ambient
air is ensured. Furthermore, the first backsheet 2 exposed
in this manner ensures that the graphic 15 or logo printed
thereon maintains a high visibility thereof.

[0034]

Furthermore, this process allows the continucus outerxr
sheet 50 under tension to be gtretched in the directionparallel
to the machine direction MD at the moment of making the cuts
in the continuous outer sheet 50. In other words, the
continuous outer sheet 50 ig stretched out to the width of the
diaper 1 as the finished product. Consequentially it is
possible to reduce a dimension (as measured in the machine
direction) of the raw fabric fed from the roll destined to

become a width dimension of the individual diaper 1 with respect
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5 [0035] It is also possible to make a plurality of
cuts 20 extending along the center line M For
exanple, if two cuts 20 spaced from each other al ong
the center line Mto formtwo openings 7, regions of
the continuous outer sheet 50 which are 10 conti nuous
in the machine direction MD of the continuous outer
sheet 50 can be increased and runni ng of the
conti nuous outer sheet 50-&an be stabilized so that
the continuous outer sheet 50 can be easily handl ed.
tQ Fhe plEth fIRpRS1a} 9n ths dipéit dear FhPEr t4 ¢l &ofpprred
conprising an air perneable and |iquid-inpervious
td ittt chaeksheeti¢2)nantep o hmaglhd-cetentd vencluded, the
absorbent structure (3) placed on said first backsheet
pMhEI @I s alad caksar Bent mpealbadadd tigd iddiuction cost can
characterized in that: said absorbent wearing article
conpr.i.ses..a t Vj ti L
e e R R T RS
backsheet bei ng placed on and bonded to a surface of
(&% % first backsheet opposed to its surface bonded to
said absorbent structure; said outer sheet has said
el astlitc benbéss pntethiet épt Impkebandeduwmbery t eAsiohs 20
thereto and being forned in a region 15 thereof

ef@cidthSaildbapsaebesht sEructane Wrbh aRa@pes| N (ths cuts
20 spaced from each other along the center line M to form two
openings 7, regions of the continuous outer sheet 50 which are
continucus in the machine direction MD of the continuocus outer
sheet 50 can be increased and running of the continucus outexr
sheet 50 can be stabilized so that the continuous outer sheet

50 can be easgily handled.
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said elastic nenbers extend laterally under tension
from a peripheral edge (8) of said opening beyond
opposite side edges of said absorbent structure; and
said first backsheet is exposed through said opening.
20 [2] The absorbent wearing article according to
Claiml, wherein: said absorbent wearing article is
symetric about a -22- center line (M when said
absorbent wearing article 8l - developed in a flattened
state; said absorbent wearing article conprises a
front waist region (1%)L,2alcdfotch region (12) and a
rear waist region (13) 5 in this order as viewed in a
direction orthogonal to said center |ine; said
openi ng of said outer sheet is forned so as to extend

(fromsai gpdsenvwal st -L8gl arrtelsaid )r edbny@ Sing an air
reglon sai d absor bent structure extends fromsaid

wai st . 10. region to_said re n

o i o bpth g Sl b Sy BT o er (2P B
extend under tension in a dlrectlon subst anti al

LTt Hoyonan iy s aPacEBRRErS ITHE LT Sal P13t Onv%ﬁﬂsct first
region and said rear waist region. 15

backsheet wherein said absorbent wearing article is

characterized in that:

sald absorbent wearing article comprises an outer sheet
(5) having elastic members {(4) and an area larger than that
of said first backsheet being placed on and bonded to a surface
of said first backsheet opposed to its surface bonded to said
absorkent structure;

said outer sheet hag said elastic members intermittently
bonded under tension thereto and being formed in a region
thereof facing said absorbent structure with an opening (7);

said elastic members extend laterally under tension from
a peripheral edge (8) of said opening beyond opposite side edges
of said absorbent structure; and

gaid first backsheet ig exposed through said opening.

(21 The absorbent wearing article according teo Claim 1,
wherein:

said absorbent wearing article is symmetric about a
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[3] The absorbent wearing article according to Claim1l
or 2, wherein said peripheral edge of said opening
formed through said outer sheet is bonded to said
first backsheet. 20 [4] The absorbent wearing article
according to any one of Cains 1-3, wherein: said
outer sheet conprises a second backsheet (5A) bonded
to said first backsheet and an outer covering sheet
(5B) placed -23- upon and-¥onded to said second
backsheet; and said el astic nmenbers are sandw ched ,
cejEtSieehiBai dMHecHael Fadks hdetorrrisaigagiter Fdvisiichgis
sheet. 5 [5] The absorbent wearing article according
ddvelamedne: ef flGtaenmedlsdatencluding a plurality of
sai d openings. [6] A process for making an absor bent
wear !é&@éhb@k%eﬁ%)weéﬁﬁ#@&gc@ﬁ abhpPeLagable-@fdwaist
| i quid-inmpervious first 0 backsheet (2) and a
| iquid-retentiyv bsor bent ructure (3 l aced up
=S 1i0d DCRIRBeE SonRer e A g Gepelt PE et 23)
~characterized in conprising the steps of: continuousl
i BEHP MY KON T NiCHS el ast e SRenisat ST phoyorpl ty sald center
direction parallel to a machine direction (MD) to a
lxonii nuous 15 outer sheet (50) continuously fed in
said machine direction while said continuous elastic

Nembes:s fEfeh MEH $4 £ALLY e rhandad i Undahdessiz@n: ¢ extend
t he continuous outer sheet; making cuts extending

frocgrrtl hg&o&aég%tt %asiasitd rré%%%inn%o said rear waist region;
said absorbent structure extends from said front waist
region to said rear waist region so as to cover saild opening;
and
said elastic members extend under tension in a direction

substantially orthogonal to said center line in said front

walst region and saild rear walst region.

[3] The absorbent wearing article according to Claim 1 ox
2, wherein said peripheral edge of said opening formed through

salid outer sheet is bonded to said first backsheet.

[4] The absorbent wearing article according to any one of
Claims 1-3, wherein:
said outer sheet comprises a second backsheet (5A) bonded

to gaid first backsheet and an outer covering sheet (5B) placed
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direction in the continuous outer sheet having said
continuous 20 elastic nenbers bonded thereto so that
sai d continuous elastic nenbers are at |east
partially chopped off; and bonding the side of said
absorbent structure facing said first backsheet to
sai d continuous outer sheet. -24- [7] The process for
maki ng the absorbent wearing article according to
Claim6, wherein: said absoi%ent mearing article is
symetric about a center line when sai d absor bent
URE@RETY Raded &9 §aig é@ﬁ@ﬂép@@ckﬁhﬁeFtaf?%ned st at e;
sai d absorbent wearing article conprises a front wai st
regi agrri@é)ast ac creotieh o ege orpr(dk2)cremddbatvean sgeideecond
region (13) in this order as viewed in a direction

pAIRAganalnd gasal dueent @bveL:'lﬂg «ABesai d center line
is orthogonal to said nmachine direction of said

conti nuous outer sheet; said continuous elastic
menbers are fed to said front waist region and said
rear wai st %lon said cuts are nade in a direction

[Har alhs AEOSHFAT YEAESHE oL F hELR A HOT Bk Sh G TP O ©F
said front waist region to said rear waist region;
Clanidnsa Iside iofclsd@iichgales pibentl istr oét aredf apengngai d

first backsheet is bonded to said outer sheet from
said front wai st

[&] A process for making an absorbent wearing article (1)
including an air permeable and Iiquid-impervious first
backsheet (2) and a liguid-retentive absorbent structure (3)
placed upon said first backsheet, wherein sald process is
characterized in comprising the steps of:

continuously feeding continuous elastic members (40) in
adirectionparallel toamachine direction {(MD) to a continuous
outer sheet (50) continucusly fed in said machine direction
while sgaid continucus elastic members are intermittently
bonded under tension to the continucus outer sheet;

making cuts extending orthogonally to said machine
direction in the continuous outer gheet having said continuous
elastic members bonded thereto so that said continuous elastic
members are at least partially chopped off; and

bonding the side of said absorbent structure facing said

first backsheet to gaid continuous outer sheet.
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region to said rear wai st region so as to cover said

opening. 20 [8] The process for nmaking the absorbent

wearing article according to Caim6 or 7, including

a step of coating regions along which said cuts are

made with hot nelt adhesive (HM in -25- the direction -

orthogonal to said nmachine direction before said step

of making said cuts in said continuous outer sheet.

[9] The process for making-#he absorbent wearing

article 5 according to_any one of Caim6-8, wherein:
['Hai d BntHmGEEs Sterndhiedt LOenpEsesea teyRpinggustticle

second backseet (50A) bonded to said first backsheet
a@nd-dingant idikaus éoutderedver i ng sheet (50B) bonded

pl aced upon and bonded to said second backsheet; 10

sai d GO | WS Bt aSkd L1 sidr€ iat erpased: behwead a

sai d continuous second backsheet and sai d conti nuous

outer .coveri.ng t d, b r -.and i -
{“gﬁg%ﬁb%ﬁggstgﬂctﬁggﬁi§°n%%d§§g§gb%£?d%%%ﬁﬁﬁﬁuﬁﬁg%fk16 e

second backsheet on a side of facing said first
dgeekarrebtin 25 IPLFRI e 55%6€ess for making t he

absorbent wearing article according to any one of

d ai m®i-D abisnchadingear stepwofl alekicnypraspeur aiant ekist

cuts spaced one from another in said nachine
ré@i@@tﬁgﬂ,féﬁnﬁﬁﬁﬂlQégﬁbﬁ (1ol wihdual-dirapaist region {13)

in this order as viewed in a direction crthogonal to said center
line;

said center line ig orthogonal to said machine direction
of said continuous outer sheet;

sald continucus elastic members are fed to said front
walst region and said rear wailst region;

said cuts are made in a direction parallel to said
centerline so as to extend from said front waist region to said
rear walst region; and

a side of said absorbent structure facing said first
backsheet is bonded to said ocuter sheet from sald front waist

region to said rear waist region so as to cover said opening.

[8] The process for making the absorbent wearing article
according to Claim 6 or 7, including a step of coating regions

along which said cuts are made with hot melt adhesive (HM) in
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.25 -

the direction orthogonal to gsaid machine direction before said

step of making said cuts in said continucous outer sheet.

[9] The process for making the absorbent wearing article
according to any one of Claim 6-8, wherein:

said continucus outer sheet comprises a continuous
second backseet (50A) bonded to said first backsheet and a
continuous cuter covering sheet (5CB) bonded placed upcn and
bonded to said second backsheet;

said continuous elastic members are interposed between
said continucus second backsheet and said continucus outer
covering sheet and bonded thereto; and

saild absorbent structure is bonded to said continuous

second backsheet on a side of facing saild first backsheet.

[10] The process for making the absorbent wearing article
according to any one of Claim 6-9, including a step of making
a plurality of cuts spaced one from another in said machine

direction for each cf the individual diapers.



