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FOR DISPOSABLE ABSORBENT ARTICLES /
(57) Abstract

A method for manufacturing tape tab stock
that may be used to produce tape tabs (40) for
use with disposable absorbent articles, as well as a
method for manufacturing tape tab stock that can be
produced on-line and concurrently with the disposable
absorbent article to which the tape tabs (40) are
joined. The first step in the process is to provide
a backing substrate (52) upon which the adhesives
of the tape tab can be applied. Once the backing
is provided, a pressure sensitive adhesive (54) is
applied to regions of one side of the backing substrate,
The backing substrate (52) is then slit in a direction
parallel to the machine direction and the release
surface of a release substrate is placed in contact
with the pressure sensitive adhesive (54), forming a
laminate comprising the backing substrate (52) and
the release substrate. The release substrate preferably
covers the entire surface of the backing substrate (52)
upon which pressure sensitive adhesive (54) has been
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applied. The surface of the laminate, including the surface of the release substrate that is not in contact with the pressure sensitive adhesive
(54), and any of the backing substrate (52) not covered by the release substrate is then coated with a second adhesive for joining the tape
tabs to the absorbent article. After the second adhesive is applied to the surface of the laminate, the laminate is slit in a direction paralle
to the machine direction and either rewound for shipping or storage, or fed to a taper unit that is infegrated into the absorbent article
manufacturing line. The taper unit cuts individual tape tabs (40) and applies them to the absorbent article chassis.
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manuf acturl n ape tab stock that may be used to produce tape tabs for use
with d*q%sﬁi bl e absorbent articles. | t RGI/GSISMOT41Ber

obj ect of the present invention to provide a nethod for the on-line
manuf acture of tape tabs to be used with di sposabl e absorbent articles.
These and ot her objectives of the present ipvention will be nore readily
apparent when considered in reference to the follow ng description and when

taken in conjunction mgmﬂﬁ%

SUMVARY OF THE | NVENTI O@MSD%Q £ reseqq‘iTprltavle i0 Eﬁﬁﬂo&des a
met hod for the manuf AHATMAY BERSENFO PRO UQESTAPETAB FAPT dto
produce tape tabs for use VF@RE%S?@S%@@AE@WM’EARTICLE@”'“ es, as well

as a nethod for the on-line manufacture of tape tabs that nay be
manuf act ured concurrently with the chassis of the absorbent article to

whi ch t he tape tabs w || beFELDPORIHE TWVENTI ON step is to provide a
backi ng substrate upon. whi ch the adhesives of the tape tab can be -
applied. Once the backing is provided, a pressure-sensitive adhesive

i's applied to regi onsThé pessentsinsientivh telatesbtoc kimethod for mamifatturing tafeTtab
pressure-sensiti t used
to fasten an el eéég‘r:tl? Ofﬂa&%&gsggﬁé}%&ﬁg%# |£k;nlt {aBQ e\Wt:h ag l\éeabsorbent
region, to artiplgs Kempesing ane tab ctqseream@b%ntnda% m%h%i fosuwu%uwngear

wai st region.). Tige tab stoc%ﬁkéﬁ@éﬁb&ﬁdeﬁtdh—ﬂn‘é ahbeanahehﬂy m#a tHé dRpbIabR
e surrtace or a

parallel to the direc S

rel ease substrat g’apg’em artiglgs Y%W@Sh&fé’?p%at’ﬁ"teﬁ%bﬁl%@ur e- sensitive
adhesive, formng a | am nate conprising the backing substrate and the

rel ease substrate. The rel ease substrate preferably covers the entire

surface of the backi ng substrate upon mhlch pr essur e-sensitive
adhesi ve has been appli ed. BACK/ MENTIC i at
| east a portion of the backing substrate extends outwardly in a

ongi ¢ udi nal edges. of DISRGsSPIE BABES Aepn ish 2+ HBDET: VABOE AT IBCTRAFRS: o
garments, feminine hygiene garments and the like have become very popular in
the market place today. Typically, adhesive tape tabs fasteners are used to secure
the absorbent articles about the waist of the wearer. Such fasteners are generally
manufactured Separately from the absorbent articles to which they are attached.
For example, it is common for the manufacture of tape tabs to take place in
different facilities than the manufacture of the absorbent article chassis, and at a
different time. Generally, tape tabs are manufactured by applying a release agent
to a backing and winding the backing onto a roll. - The roll of backing material
treated with a release agent is then unwound and coated with pressure-sensitive
adhesive, forming a tape stock. The tape stock is then rewound onto rolls for
shipping. Finally; at the place of manufacture of the absorbent article, the tape
stock is unwound, cut to size, and joined to the chassis of an absorbent article.

An overriding consideration in the construction of a disposable absorbent
article is the cost of manufacturing the absorbent article. The preseht invention
provides a reduced cost method for the manufacture of tape tabs for use with
disposable absorbent articles. If desired, the tape tabs can be manufactured
concurrently with the chassis of the absorbent articles and in the same location,
thus eliminating the need to rewind the tape stock or prepare it for shipping. This
also eliminates the need to coat the non-adhesive surface of the tape stock with a



i ncl udi r‘l’gothe surface of the rel ease substrate that is not in contact with

t he B?’%i%%re-sensi tive adhesive, and any of the bacRCTyseswhsaisr at e not
covered by the rel ease substrate is then coated with a construction
adhesive. (The construction WO 95/ 35079 -

PCT/ US95/ 07418 3

adhesive is used to join the tape tabs zto the absorbent article.) After

t he constructi.on, aghesive is applied.to the surface of the. |am nate,
the | ami nat e"5{%@S&38ept, s'mpq‘ t %M‘S P&??‘é@&“ﬂﬂ‘“ﬁ%ﬁéﬂﬂ%hﬁ fa@et‘ﬁ’é aﬁﬁ(f?dq“ﬁ@gdi rection
and eit her rtheowvendll tost ofimianpfacwriag the disposabi®absgehenpartitlesl t o a t aper unit
that is integrated into the absorbent article. manuf acturing line. The

taper unit cuts individual tape tabs and applies themto t he
absorbent articl eltdhar biect of the present inventiorrite ppovideemiow gogrmethed forovi des a

| ow cost et fgslifA@arinPaapé abl s¢6dkBal MBFEbe used tolprodutk e tabdfor MRy wWig Used to

produce tape,.t abgb]f o$ Se V\A'I{é absorbent articles. The net hod of the
present i nveditRAsPIER W#ﬂf@%’c fre need to apply a rel ease agent . to the

.surface of the backing substrate to which no adhesive is applied. Further,

the met hod -of th i | . €0 - wWith the
manuf acture of t ﬁléﬁ)% ﬁ?ﬁ%ﬁ?@ﬁﬁ@?@%@ﬂﬁ?ﬁ@'ﬁ@'ﬁé%@ ?g%éﬂogg‘é*%g be :
attached,  on-ling masufactuserdftapeitabs totbe used-with dispesabledbsorbentapticles: ock.

Therefore, a sinplified and nore econom -cal process is provided f or
manuf acturing tape tabs for u w th di sposabl e .absorbent articles.
g p’Fhese and other o?:?ectives of the present _vaen?ion wxﬁl?:-e more readily
. apparent when considered in reference to the following description and when ‘
taken in conjunction with the accompanying drawings.

SUMMARY OF THE INVENTION

The present invention provides a method for the manufacture of tape tab
~stock that may be used to produce tape tabs for use with disposable absorbent
articles, as well as a method for the on-line manufacture of tape tabs that may be
manufactured concurrently with the chassis of the absorbent article to which the
tape tabs will be attached. The first step is to provide a backing substrate upon
which the adhesives of the tape tab can be applied. Once the backing is provided,
a pressure-sensitive adhesive is applied to regions of one side of the backing
substrate. (The pressure-sensitive adhesive preferably functions as the adhesive
used to fasten an element of the absorbent article, such as a front waist region, to
another element of the absorbent article, such as a rear waist region.) The
backing substrate is then slit in a direction parallel to the machine direction and
the release surface of a release substrate is placed in contact with the pfessure-
sensitive adhesive, forming a laminate comprising the backing substrate and the
release substrate. The release substrate preferably covers the entire surface of the
‘backing substrate upon which pressure-sensitive adhesive has been. applied.
However, in a preferred embodiment, at least a portion of the backing substrate
extends outwardly in a direction parallel to the cross machine direction beyond
the longitudinal edges of the release substrate. The surface of the laminate,
including the surface of the release substrate that is not in contact with the
pressure-sensitive adhesive, and any of the backing substrate not covered by the
release substrate is then coated with a construction adhesive. (The construction



An alternative enbodi nent of the present invention provides a nethod for

t he manuf aMQASESE® a one-pi ece tape tab. As above, a backi n@cvinakpihs 1S
pr.ovi ded and a pressure-sensitive adhesive is applied to one surface of the
backi ng substrate. The backing substrate is then slit in a direction

parallel to the machi ne’ direction. However, rather than utilizing a
separate rel ease substrate to forma@ rel ease surface for the
pressure-sensitive adhesive of the tape tabs, the - backi ng substrate

conprises an i rnidaesivd iy abedase joinrthacapd aabshicc bhe Bbsotient atticte.)  After the

sensitive adhes t
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concl udes wi t h inlaainestigraparaliel tatheymashing diragtiomand either rewnundifos shipping pr
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i nvention, it is |eye the 1 nyentio bett erstoodfrom
t he foll dW d‘F}S't a‘(tm RS YUt cuty '&QW‘-‘P‘L“E@) Slaﬁﬂ‘%tﬁm the :

acconpanyi ng the absérﬁémmledhﬁssi&hl ch: _ FI G 1is a plan view
of an absorbent article conprising a tape tab manuf act ured by .
on-line process. WD 95/ 35079

PCT/ US95/ 07418 The present invention provides a low cost method for manufacturing tape

tab stock that may be used to produce tape tabs for use with absorbent articles.

" The method of the present invention eliminates the need to apply a release agent
to the surface of the backing substrate to which no adhesive is applied. Further,
the method of the present invention can be performed concurrently with the
‘manufacture of the absorbent article to which the tape tabs are to be attached,
thus, eliminating the need to rewind the tape stock. Therefore, a simplified and
more economical process is provided for manufacturing tape tabs for use with
disposable absorbent articles.

An alternative embodiment of the present invention provides a method for
" the manufacture of a one-piece tape tab. As above, a backing substrate is
provided and a pressure-sensitive adhesive is applied to one surface of the
backing substrate. The backing substrate is then slit in a direction parallel to the
machine direction. However, rather than utilizing a separate release substrate to
form a release surface for the pressure-sensitive adhesive of the tape tabs, the
backing substrate cdmprises an integral release surface to which the pressure-
sensitive adhesive of the tape tab may be releasably fastened.

F DESCF N OF THE D GS

" While the specification concludes with claims particularly pointing out
and distinctly claiming the subject matter which is regarded as the pi'esent
invention, it is believed that the invention will be better understood from the
following description which is taken in conjunction with the accompanying
drawings, in which:

FIG. 1 is a plan view of an absorbent article comprising a tape tab
manufactured by on-line process. |



FIG 2 is a representative side view of the process for on-line

manuf act WQR§330pe tabs for use with absorbent articles. perUsesnrsis

FIGS. 3a - 3f represent a plan view of the process for on-line :
manuf acturing tape tabs for use w th absorbent articles, showng the flow
of the process in the machine direction. - FIG 4is a
cross-sectional view of the |anmi nate showh in Figure 3e.

FIG 5 is cross-sectional view of the two-piece tape tab produced by the
met hod of the preseRlG.i Bvastd ompresentative side view oF| the @rdcessa for on-line

Cross-secti Onarnaﬂﬂfgé%ﬂigg %?gtibg:%ﬁ@hgg{%oﬁgﬁt%iagg one- pi ece t ape

tab enbodi nent “produced by t the present invention.
FIG 7 is a plan view of a portion of an absorbent article conprising a

heht fon, 27 {20 PIGSCMEIImiGaRg oSk il el ekt T sgitoe o
The method of MRM:AGtuting,fape tabsfor yse Y"Q‘-ﬁ w%magm%’..%m%ﬁ@% PF the

manuf act uri ng pmeesstimtie rhavhinesiirestidri di sposabl e absorbent articles. As used
herein, the term"absorbent article" refers to devices which absorb and

contain body exudates, and nore specifically, refers to devices
whi ch are pl aced agBIGstis a cross-sectional view of the laminate shown in Figure 3e.

FIG. 5 is cross-sectional view of the two-piece tape tab produced by the
~ method of the present invention.

FIG. 6 is a cross-sectional, view of the laminate that forms the one-piece
tape tab embodiment produced by the method of the present invention.

FIG. 7 is a plan view of a portion ef an a_bsorbent article eom_pﬁsing a
one-piece tape tab embodiment produced by the method of the present invention.

. DETAILED DESCRIPTION OF THE INVENTION

"The method: of the present invention is particularly. suitable for
manufacturing tape tabs for use with disposable absorbent articles. As used
herein, the term "absorbent article” refers to devices which absorb and contain
body exudates, and more specifically, refers to devices which are placed against
the skin of a wearer to absorb and contain the various exudates discharged from

_the body. The term "disposable" is.used herein to describe absorbent articles
which are not intended to be laundered or otherwise restored or reused as an
absorbent article after a single use (i.. they are intended to be discarded, and
preferably, recycled, composted or otherwise disposed of in an environmentally
compatible manner). A "unitary" absorbent article refers to an absorbent article
which is formed from separate parts united together to form a cgordirié.ted entity -
so that they do not require separate manipulative parts like a separate holder and
liner. A preferred embodiment of a unitary absorbent article comprising tape tabs
manufactured by the method of the present invention is the disposable absorbent
article shown in Figure 1. As used herein, the term "diaper" refers to an
absorbent article generally worn by infants and incontinent persons that is
generally worn about the lower torso of the wearer. It should be understood,



the skin of a wearer to absorb and contain the various exudates discharged
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PCT/ US95/ 07418 backsheet 4, and an absor entc re 26 sandwiched between t etopshe% 22 and
however, that t hthe packsheet 24. nThelthaper 20sprefesablyefapthercaimprisesa froiewaistiregiohent
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hygi ene garnents, ’'tral ‘g
Wth reference tf’eatmegm end a fasterameymwanommsag at least ane tapgpteb 490, An

general ly conprig@mpR of ﬂwé?erpar ottt hARRRLIWhRR: the thjetabsl of TREprBaR| €
invention may be joined is more fully and completely described in U.S. Patent No.
5,151,092 _entitled "Absorbent” Article With Dynamic Elastic Waist Feature
Having A Predisposed Resilient Flexural Hinge", issued to Buell et al. on
September 29, 1992 which is hereby incorporated by reference herein.

Overall method of on-line manuf&gre of tape tabs

The tape tabs 40 of the present invention are made by first providing a
backing substrate upon which the adhesives of the tape tab 40 can be applied. A
pressure-sensitive adhesive is applied to regions of one side of the backing
substrate. (As descﬁbed above, the pressure-sensitive adhesive preferably
functions as the adhesive used to fasten an element of the absorbent article, such
as the front waist region 36, to another element of the absorbent article, such as
the rear waist region 38.) The backing substrate is then preferably slit in a
direction parallel to the machine direction and a release substrate is placed in
contact with the pressure-sensitive adhesive, forming a laminate comprising the
backing substrate, the pressure-sensitive adhesive and the release substrate. The
surface of the laminate, including the surface of the release substrate, as well as
any portion of the backing substrate not covered by the release substrate is then
coated with a construction adhesive r joining the tape tabs to the absorbent
article. After the construction adhestve is applied to the surface of the laminate,
the laminate is preferably slit in a direction paralle! to the machine direction and
fed to a taper unit that is integrated into the absorbent article manufacturing line.
The taper unit cuts individual tape tabs 40 from the laminate and joins the tape
tabs 40 to the chassis of the absorbent articles. Thls process is 1llustrated in
Figures 2 and 3.



backsheet 24, and an absorbent core 26 sandw ched between the topsheet 22
and WO I9SBY® backsheet 24. The di aper 20 preferably fUuPCHUS950I48ri ses a

front wai st region .36, a rear waist region 38, elasticized |leg
cuffs 28, ear flaps 30, an el astic wai st feature 32 and a fastening
system 34 conprising at |east one tape tab 40. An exanple of a

preferred absorbent article to which the tape tabs of the present
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to the absorbent construction adhesive 1s
applied to th®iedf ace of the |aninate, the lam nate is preferably
~slit in a direction parallel to the machine direction and fed to a

f?ﬁgr uni t th%basckknnts% gttaatteed into the absorbent article manufacturing

Examining process module 112 in greater detail, a backing substrate 52 is
provided and taken from the unwind roll 120. The backing substrate 52 may
comprise any material to which a pressure-sensitive adhesive and a permanent
adhesive, such as a hot melt adhesive, may be appl_ied. Some nonlimiting
examples of suitable backing subétrates include__ films, laminates, woven and
nonwoven webs, foams, and the like. In a preferred embodiment, the backing
substrate 52 comprises a cellulose, polyolefin or polyester film ranging in
thickness from about 2.5 mils to about 5.0 mils in thickness, more preferably
about 4 mils in thickness. A polyolefin film that has been found to be particularly
suitable for the backing substrate is the polypropylexie film manufactured by the .
Exxon Chemical Company of Lake Zurich, IL, under the trade name EX-377. A
cellulose film that has been found to be suitable is manufactured by the Kimberly-
Clark Corporation of Dallas Texas under the trade name C-49490.

As shown in Figure 2, the backing substrate 52 is taken from the unwind
roll 120 and pﬁsses through.the S-wrap tenSioning rolls 124 to provide proper
tensioning and to prevent puckering or bunching of the backing 52. If necessary,
a tracking system (not shown) as is commonly utilized and known in the art, may



The taper unit cuts individual tape tabs 40 fromthe |lamnate and joins the.
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The tape tabs 40 of the present invention npy be produced on the
apparatus 100, as shown in Figure 2. The apparatus 100 conprises two
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adhesives HL-14] 1350 manufactured by the H. B. Fuller Company of

St. Paul Minnesota; and H-2153 manufactured by the Findley Adhesive

Corporation of Wauwatosa, Wisconsin. The adhesive slot coater 130 preferably

- applies the pressure-sensitive adhesive 54 to the backing 52 in a heated, liquid

state. After the pressure-sensitive adhesive 54 is applied, the backing 52 is

preferably directed to a chill roll 132 such that the pressure-sensitive adhesive 54

is cooled and permitted to solidify on the surface of the backing 52.

Once the pressure-sensitive adhesive 54 has been applied, and preferably
cooled, the backing 52 is preferably directed to a shear slitting apparatus 134 that
slits the backing 52 in a direction parallel to the machine direction. (It should be
noted, however, in less preferred embodiments, the backing 52 is not slit and
separated. In such embodiments, a single piece of tape tab stock 70 results rather
than the multiple segments as described more fully below with regard to the
preferred embodiments.) The backing 52 is then separated laterally at the slit.
(As used herein, the term “laterally” is defined as the direction perpendicular to
the machine direction, or parallel to the cross machine direction.) The baci.ng 52
may be separated by any means as are known in the art, including but not limited
to any web spreader 136 as is known in the art.

The release substrate

The backing 52 comprising the pressure-sensitive adhesive 54 is directed
to a nip between the combining rolls 140 where the surface of the backing 52
éomprising the pressure-sensitive adhesive 54 is plai;ed in contact with the release
surface of a release substrate 50. The release substrate 50 generally comprises a
base material and a release agent disposed on at least one surface of the base
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preferred base material for the release substrate 50 is the cellulose film 1224212
manufactured by the Rhinelander Paper Company of Rhinelander, Wisconsin. '
The release agent may be any release agent as is known in the art that will act as
a release agent for the particular pressure-sensitive adhiesive 54 utilized. An
example of a suitable release agent that works well with many different base
materials and pressure-sensitive adhesives is silicone. The Goldschmidt Company
of Essen, West Germany manufactures silicone formulas that can be used as
release agents under the trade names RC711 or RC726. (In preferred
embodiments, the release agent comprises a mixture of the RC711 and RC726
silicone formulas. ) '

As shown in Figure 2, the release substrate 50 is taken from the unwind
roll 122 and passes through the S-wrap tensioning rolls 138 to proVide proper
tensioning and to prevent puckering or bunching of the release substrate 50. If

. ‘necessary, a tracking system (not shown) as is commonly utilized and known in
the art, may be emiployed in the process module 110 to optimaily track and adjust
the release substrate 50 into the S-wrap tensioning rolls. As with the process
module 112, a tracking system manufactured by the Fife Corporation of
Oklahoma City, Oklahoma, and sold as Model Op6 LRA may be suitable to
ensure proper tracking of the release substrate 50 in the process module 110.

Joining the backing substrate with the release substrate

The surface of the backing substrate 52 comprising the pressure-sensitive
adhesive 54 is contacted with the surface of the rélease substrate 50 comprising

. the release agent as the substrates pass through the nip between the combining '
rolls 140. The backing substrate 52 and the release substrate 50 become
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tape tab stock 70 is slit in a direction parallel to machine direction. The tape tab
stock 70 is then separated at the slit by a tape tab stock spreader 162 and fed
directly into a standard taper unit 170 as is commonly known in the art. One
suitable taper unit, as supplied by Curt G. Joa, Inc of Sheboygan Falls,
Wisconsin, feeds the tape tab stock 70 to a vacuum anvil roll where the tape tab
stock 70 is cut into individual tape tabs 40, spaced apart (slipped) and joined to
the absorbent article. -

- Alternatively, the tape tab stock 70 may be rewound for storage or
shipment and later fed into a taper unit on an absorbent article manufacturing line.
- If rewinding of the tape tab stock 70 is desired, it is preferred that the
construction adhesive 56 have the ability to lose its adhesive properties during the
period in which the tape tab stock 70 is wound and yet be able to reactivated
upon demand at a later time. (As used herein, the term "reactivated" refers to the
ability of an adhesive that has lost its adhesive properties to regain its adhesive
properties at a later time.) Some nonlimiting examples of adhesives that have the
ability to lose their adhesive properties and to be reactivated at a later time
include hot melt adhesives, water activated adhesives, radiation activated
adhesives and uitra-violet light activated adhesives.

Preferred Embodiments
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cel | ul ose backing.substratg) 52 firthet comprises acfiest surface 80 amgecogdlsnrfata &aness -
from1.0 to SofpéeeliSo th¥'first surface 80, and a pair of outer longitudinal edges 84. (As

: shown in Figure 3c, the backing substrate 52 further comprises a pair of inner

longitudinal edges 83 once the backing substrate has been slit)) ‘

Figure 3b shows a plan view of the backing substrate 52 after it has
passed the slot coater 130, having the pressure-sensitive adhesive 54 applied to
the first surface 80. In a preferred embodiment, the pressure-sensitive adhesive
54 is not applied to the entire first surface 80. of the backing substrate 52.
Rather, it is preferred that the pre_ssure-sensitiv_e'. adhesive 54 be applied
continuously to the backing substrate 52 in zones, preferably at least a first zone
86 and a second zone 88. (As used herein, the term "continuously” means a
generally unbroken pattern.) The first zone 86 and: the second zone 88 are
preferably disposed transversely inwardly from the outer longitudinal edges 84 of
the backing substrate 52. (As used herein, the term “transversely inwardly"
means toward the longitudinal centerline L. The term "transversely outwardly"
' means away from the longitudinal centerline L.) The area between the outer
longitudinal edges 84 of the backing substrate 52 and the zones 86 and 88 of '
pressure-sensitive adhesive 54 creates fixed regions 74 and 76. (These fixed
regions 74 and 76 will be the portion of the tape tabs 40 that becomes
' pénnanently fixed to the chassis of the absorbent article.)

The first zone 86 and the second zone 88.are also preferably transversely
separated about the longitudinal centerline L. This leaves a non-adhesive area 75
between the first zone 86 and the second zone 88 that may be utilized as a release
tab 85. The release tab 85, as shown in Figures 5 and 6.provides the user with a _
portion of the backing substrate 52 which is free of pressure-sensitive adhesive 54
and preferably not adhered to the release substrate or any other element of the
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surface of the bélekent9 obthe diapet 20.52 conpri sing the pressure-sensitive
adhesive 54 is contacted with the surface of the rel ease substrate 50

conpri sing
As shown in Figure 3c, the backing substrate 52 is preferably slit along

the longitudinal centerline L, forming two backing substrate segments, 90 and 92.
(Embodiments are contemplated, however, wherein more than two zones of
pressure-sensitive adhesive 54 are applied to the backing substrate 52 and
wherein the backing substrate 52 is slit and separated into more than two backing

- segments.) The backing substrate segments, 90 and 92, are preferably separated
transversely before they are brought into contact with the release substrate 50
(shown in Figure 3d).

“The release substrate 50 has a release surface 94 and an adhesive surface
96 opposed the release surface 94. The release surface 94 is preferably comprises
a release agent as described above, and is placed in contact with the pressure-
sensitive adhesive 54 disposed on the first surface 80 of bécking substrate
segments 90 and 92. In a preferred embodiment, as shown in Figure 3d, the
release substrate 50 covers both the first zone 86 and the second zone 88 of
pressure-sensitive adhesive 54; the first zone 86 being disposéd on segment 90
and the second zone 88 being disposed on the segment 92 of the separated
backing substrate 52. Further, in one preferred embodiment, as shown in Figure
3d, at least a portion of the fixed regions 74 and 76 are not covered by the release
substrate 50. ' :
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inwardly from the longitudinal edges 84 up to about .02 inches (about .05 cm) to
ensure the cleanliness of the process. (As noted above, the adhesive may be
applied continuously or in any pattern.) The construction adhesive 56 preferably
compﬁses’ a permanent, hot melt adhesive as described above.

After the construction adhesive 56 is applied to the adhesive surface 64 of
the laminate 60, the laminate 60 is preferably slit along its longitudinal centerline
L1 and separated to form tape tab stock 70, as shown in Figure 3f The tape tab
stock 70 has a longitudinal centerline L2, a transverse centerline T2 perpendicular
to the longitudinal centerline L2, an adhesive surface 102 and a non-adhesive
surface 104. The tape tab stock 70 is preferably fed directly into the taper unit
170 that can be integrated into the absorbent article manufacturing line. The
taper unit 170 cuts the tape tab stock 70 in a direction parallel to the transverse
centerline T2 to form the individual tape tabs 40. The taper unit 170 then joins
the adhesive surface 102 of the tape tabs 40 to individual absorbent - articles
manufactured concurrently with the tape tabs 40.

b. One-piece tape tab

In another preferred embodiment of the one-piece tape tab, as shown in
Figure 7, the tape tab 40 is joined to the chassis of the absorbent article with a
permanent construction adhesive as described above with regard to the two-piece
tape tab. In this embodiment, the steps described above relating to the
preparation of a backing substrate 52 comprising zones 86 and 88 of pressure-
sensitive adhesive 54 are followed. However, before the backing substrate 52 is

(



directly into a standard taper unit 170 as is comonly known in the art.
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a. Two-piece ta ) L
once the backing substrate 52 is slit into segments.

The backing substrate 52 is preferably slit along the longitudinal centerline
L3 and separated, forming at least two backing substrate segments as described
above. These backing substrate segments are fed directly into a taper unit 170
which cuts the backing substrate segments into individual tape tabs 40. Each
individual tape tab has a fixed end 77 and a releasabie end 78. The releasable end
78 preferably comprises the pressure-sensitive adhesive 54 applied to the
substrate backing 52. (In especially preferred embodiments, the releasable end
comprises a release tab 85 as described above.) The fixed end 77 preferably
comprises the construction adhesive 56 disposed on the second surface 82 and a
release surface 95. The release surface 95 may comprise any release agent
known in the art, including but not limited to, silicone, wax, or clay; or the '
release surface 95 may be formed by impregnating predetermined portions of the
backing substrate 52 with a release agent, or by embossing or bonding the
backing substrate 52 such that a release surface 95 is formed. Alternatively, a
. backing substrate 52 may be chosen that comprises areas of differing molecular
structures, such as laminates or coextruded films, wherein at least a portion of the
first surface 80 of the backing substrate 52 acts as a release surface 95.

Finally, the tape tab stock 70 is fed into a standard taper unit as is
commonly known in the art. One such unit, as supplied by Curt G. Joa, Inc. of
Sheboygan Falls, WI, feeds the tape tab stock 70 to an anvil roll where the tape
tab stock 70 is cut into individual tape tabs 40. The individual tape tabs 40 are
then slipped (spaced) and the fixed end 77 of each tape tab 40 is joined to the
chassis of the absorbent article by means of the construction adhesive 56 disposed
on the second surface 82 of the backing substrate 52.
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f f 8 hg, f f
80 “and o nai e 25 ARERRd. o bp ghyioys SRRES"iled (il 4k Shat® 07
3c, the backi \ﬂinOBSJ bther chang&andumodificatioosrpan bnamaée without gleparting from the

Longi tudi nal Giga AR08 WP RRRKO IF DShirtofe RAENAECR, Shick b fhe

Fi gure 3b sho an "vi ew of acki ng_supstrate & g
passed t he s|mea4fatcé4lmiaﬂ sugihehanges ad mp s&swesslaﬁgmw ng ﬁé%%?é’ 54

applied to thisinventiog first surface 80. In a preferred enbodi nent, the

pressure-sensitive adhesive 54 is not applied to the entlre first
surface 80 of the backing substrate 52. - Rather, it is preferred -
that the pressure-sensitive adhesive 54 be applied. ‘continuously to

t he backing substrate 52 in zones, preferably at |least a first. zone
86 and a second zone 88. (As used herein, the term"continuously" neans a
general ly unbroken pattern.) The first zone 86 and the second zone 88 are
preferably di sposed transversely inwardly fromthe outer | ongitudinal edgei
84 of the backing substrate 52. (As used herein, the term
transversely i nwardl y" means toward the |ongitudinal centerline L
The term "transversely outwardly" : nmeans away fromthe | ongitudina
centerline L.) The area between the outer , _ Iongltudlnal edges 84 of
t he backing substrate 52 and the zones 86 and 88 of :
pressure-sensitive adhesive 54 creates fixed regions 74 and 76. (These
fixed , regions 74 and 76 will be the portion of the tape tahs 40
t hat becones permanently fixed to the chassis of the absorbent
article.) C ' : '

&



The first zone 86 and -the second zone 88 are al so preferably transversely

separ at edWOAHAS0%he | ongi t udi nal eaves RCTNRISQUIBSI ve

ar ea 75 between the first OTHIS SHEER HASBEEN bnd zone 88 that may be
“ mi tab §5. ThREPAGERe talb| 85, as shown in

Fig m mnﬂ“"mmml des the user =wwrtira s T portlon. of the backi ng

substrate 52 "hisch*is free o’f pressure-sensitive adhesive 54 _ = and
pref erably not Wﬁ&qgeﬂ“ﬁ@d{she rel ease substrate or any other element of the

WD 95/ 35079
PCT/ US95/ 07418 1. A method for manufacturing tape tab stock that may be used to form tape

di aper 20. Thus, t hetgbbzgﬁ dg@hﬂl@aﬁﬂéﬁﬁle%k&%ﬁ driidle, ChafiefériZBY fn ﬁ’nﬂtsih'ey open

t he tape ta used herein, the term™open the tape t
refers to separati ngnethod comprises ghestensafi e sensitive adhesive 54 di sposed
on the tape tab 40 fromthe rel ease - substrate 50 or any other

surface to which the ssuregsensi tiv d sve ma ' .b
adhered.) However, %ﬁ@gf Fr "c°?‘9’§n8“ %ng Yhe %%ﬁna‘y%ﬁe %?nﬂtg&ﬂﬁt
transversely separ atosdtedimuandt aeransvegiet canterbine perpendidularetol saichlangitndinalv e

met hads of Riifdl Ng a rel ease tab 85 are available. The net hods
I ncl ude, but are not imted to, folding a portion of the backing
substrate 52 adjacent the inner | ongitudinal edges 83 onto the

52 (shown in Figure ti cking substrate 52 adjacent the
i nner | ongi tudi nal ge%satﬁaﬁﬂgngrs&)s&rg agent or any other naterial that

Wil prevent the pressure-sensitive adhesive 54 in the area

adj acent the inner cflxttmg said L?&%ﬂ‘llgt Yttt if 49GPeciion fp%%klagah?arld 'ikﬂaghﬁdxhile

rel ease substrate 5
centerlme preferably coincident with said longitudinal centerline, to form

pressure-sensitive agg gV g p'ééks&ve%e@ﬁm &dhebibe tH A€ HéaOa portion of s&idHétr at e
eiya

at least two segments, each said segment having an inner longitudinal
edge;

separating said segments in a direction parallel to said transverse
centerline;

contacting a release substrate, having a release surface and an adhesive

surface, with said pressure-sensitive adhesive, such that. said release

surface covers said pressure-sensitive adhesive and forms a unitary
' laminate comprising said segments and said release substrate;

applying a construction adhesive to at least a portion of said adhesive
surface of said release substrate;

slitting said laminate in a direction parallel to said longitudinal centerline,
.‘preferably coincident with said longitudinal centerline; and

separating said laminate into tape tab stock.
2. A method for manufacturing tape tab stock that may be used to form tape

tabs for use with a disposable absorbent article, characterized in that the
method comprises the steps of: '

This Sheet Has Been Reﬂ
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el enents of the diaper 20. As shown in Figure 3c, the
backi ngwoasissorat e 52 i s pref erabl y slit along t peTiussid7sigdi nal
centerline L, formng two! ! gsubstrate segm

iowever , mhereln ones of '
gre appl ied to th a'u ’ e 52 and
ackin = lis slit and separat I han t wo
backi ng nts ) syhstrate se 90 and 92, are
preferably separ atpé%'nan b-arai?ré Eét?ageel y % of e‘of’ﬂg’ﬁrﬁe'éabebwge}ﬂ%t 4 nto
contact with the tmnsesse mmhmperp&ﬂhcular to said (onpitwdinal reeftedineca Jnlgt.

The rel ease substrg,tfgc Sﬁﬁﬁn face 94 and an adhesive surface
96 opposed t he rel ease’ sur?g naog&h e re?ééée surface 94 is preferably
conpri ses - a rel ease agent as described above, and is placed in

contact with the F&Pﬁgﬁ\graepressure-sensnw§ edifesive (6 said IFedt | suffa@fofNaRPRRRMgON the
first surface 80 o acki d 92. In a

str s 90
preferred enbodi mINPstrales S@ﬂ&aﬁe lﬁr&ﬂp@hgbm thgas? a it zone FE‘P a580d st rat e
50 covers both theofe,rsmid firsteandGseaont zomesstaing) dransveeseB8spaked apart and

pressur e- sensi t i Ve, aeSioit, Gy @8@8&%& 08 Aoz oandugd Seomont

90 and th e se
separ at ed of i5aidihasking | ybstrase. csaib | rsmnd tseeond; zongs éiemgdbeawt\ @n

enbodi ment, as sh@pfodife Fideyr @f said IOF@&inalatceﬁt%ﬂﬁxE %n@o'bkiv@%no saighe fixed

regions 74 and 76 a ot coveyr ed strate 50
V\Dgg 5/ 35079 longxtugmal centerline an ongltufmasl edges wherein sau? first and
PCT/ US95/ 07418 second zones are spaced transversely inwardly toward said longitudinal '

centerline from said longitudinal edges such that an area formed adjacent
to each of said longitudinal edges is free of said pressure-sensitive
adhesive; '

slitting said backing substrate between said first zone and said second
-zone, parallel to said longitudinal centerline, preferably coincident with
said longitudinal centerline, to form at least two segments, each said
segment having an inner longitudinal edge;

separating said segments in a direction parallel to said transverse
centerline;

- contacting a release substrate, having a release surface and an adhesive

. surface, with said pressure-sensitive adhesive, such that said release
surface covers said pressure-sensitive adhesive located in both said first
zone and said second zone forming a unitary ]ammate compnsmg sald
segments and said release substrate;

applying a construction adhesive to at least a portion of saxd adhesive
surface of said release substrate;

slitting said laminate between said segments in a direction parallel to said
longitudinal centerline, preferably coincident with said longitudinal
centerline; and
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12 Once the rel ease. surfare e rel ease substrate 50
cont acts W9s/3500% 90 and f SHHEASISAS BEEHn I t1ve peiireseswz4184, t he
segnents 90 and 92 of the b c |ﬁ§pgnbsbrate 2 becone rel easably
foined to the rel ease substrate 5 | am nat e

| ami nate 60, as shown in Figure 3d, has an -,outer _

adhesi ve surface 64, a |ongi tudi nal center |ne L1 and a”mm nmlE@” [‘,
centerline T1l. The adheswe 3 nface 64 of . nate 68 conpri

adhesi ve sur PHRRLAEE SAE lpfiatedpto at §£’ ?oraéte 50 and the fixed
regions 74 and 76 of the backi ng substrate 52 segnents 90 and 92'

As shown in Figgre 2, 0ol 300 ddhiachiting ¢ gﬁetab sto%kRﬁftW B%QISQE%‘%;

-nozzl e 150 t hat appl | es a construct I on "adhesli ve
surface of the | am n#abs fepuseryith aglisposahle P'bﬁ?f%hé%ﬁclﬁeméé“—m—at the
applied to the entir eetiftesonyRisésthedteps 6ff of the lanm nate 60. (Figure 3e).

SI ve

In a preferred enbodi nent, however, the construction adhesive 56 is
applied laterally - inwardly fromthe | ongitudinal edges 84 up to
about .02 inches (aberdvidifipabagkingsubstrate; ensure the cl eanliness of the
process. (As noted above, the adhesive may be appl i ed conti nuously

or in any pattern.) The construction adhesive 56 preferably

conpri ses a per nanen@ppliiog apressureckiensitiveadhssive ta said) Sest é‘B’&F@ of said backing
After the constructlgﬁb hesive 56 is applied to the adhesive surface 64 of
the | am nate 60, the mnate 60 is preferably slit along its |ongitudinal
centerline ' L1 and separated to formtape tab stock 70, as shown in
Figure 3f. The tape E:aﬁtactmgareleé‘séfhﬁkst?z@e Having 4 releisé wakifavel andean sdlesive L2,

a transverse centerlin pendi cul ar 0 t udi
centerline L2, an adﬁ\é‘g‘?"\?e "@ﬁf 8 epmr%ﬁﬂ‘sglvﬁo?ﬂhéﬁﬁ ?"\?h fi < Pe%als? ace
104. The tape tab st cutfacé@oiverssaidipeessiviessefisitivedidhesive fpriing @ uniteryt lapisatedni t

170 that can be int eghat ed into the absorbent article manufacturing |ine.
The

applying a construction adhesive to at leasi a ponion of said adhesive
surface of said release substrate forming a tape tab stock.

4, A method for manufacturing tape tab stock that may be used to form
refastenable one-piece tape tabs for use with a disposable absorbent
article, characterized in that the method comprises the steps of’

providing a backing substrate having a first.surface, a second surface
opposed to said first surface, a longitudinal centerline and a transverse
centerline perpendicular to said longitudinal centerline;

~-applying a pressure-sensitive adhesive to said first surface of said backing
substrate;

applying a construction adhesive to said second surface;
slitting said backing substrate in a direction parallel to said longitudinal

centerline, preferably coinciderit with said longitudinal centerline, to form
at least two segments; and

This Sheet Has Been Reﬂlaced
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taper unit 170 cuts the tape tab stock 70 in a direction parallel to the
t r ansvewe®s/35079 centerl ine- T2 to formt he i ndi vi dual pelfshopmgt0. The

taper unit 170 - . the.adhesive surface 1t02of-the tape tabs .
40 to indivi ificl es- urrently with
the tape tabs _\Pne-pi ec%tadmﬂnlﬂﬂn,ml ﬁ!mm: dn
anot her preft e—eT5ot 't he one- pi ece tapeL I n

Figure 7, thetape 0 L: h S borbent article
with a ﬁéla"’*%‘"f& Sa piHtls iR b GdelBR batafi o 5aR” HE0E ¢
regard to the twocpnfsdme forming a tapgtabistask. In this enbodl ment, the steps

descri bed above relating to the preparation of a backing substrate
52 conprising zones 86 (gg 88 of pressure- sensitive adhesive 54
are fol | owed.> Howe diethasefosy manufactunng. tang @htf&‘tqka'{hét gryibg used to\forms/ 35079

PCT/ US95/ 07418  refastenable one-piece tape tabs for use with a disposable absorbént

slit and separated constructy.o esi ye s applied to the second
surface 82 | "‘g mg—%gﬁ F%chgypﬂﬁﬁsé SFERI Y the

construction adhesive 56 is applied . contlnuously to the backing
Substrate 52 in z . [ at . 0, rface 82
of the backing sug’p‘?‘ﬁm{‘ éqﬁg%g%kéﬁgesﬂ%gigﬁg éléo{]hqad ggpc\i/gurg%%

are preferably tr&pposeddesgidfispsnefaes about the I ongl tudi nal centerline L3.

applying a pressure-sensitive adhesive to said first surface of ‘said backfng
substrate; and : '

applying a construction adhesive to said second surface to-form a tape tab
stock.

6. The method of Claims 4 ar_ld 5 further comprising the steps of:

cutting said tape tab stock into individual tape tabs, each having a
permanently attached end and an refastenable end;

providing a chassis of an absorbent article; and

securing said permanently attached end of said tape tab to said chassis
with said construction adhesive.

7. The method of Claim 6 wherein said construction adhesive is applied in
~ zones that are transversely separated about said longimdinal centerline,
preferably wherein said zones _of‘ construction adhesive. are disposed
transversely inwardly from said pressure-sensitive adhesive or wherein
said zones of construction adhesiﬁe_ are disposed transversely outwardly

from said pressure-sensiﬁve adhesive.

8. ‘The method of Claims 4 and 5 wherein said backing substrate comprises a
release surface formed by impregnating said backing substrate with a
release agent, coating said backing substrate with a release agent, or
embossing at least a portion of said backing substrate, or wherein said
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of——p +—1

Further, as shown in Figure 6, th eenstrugl i on adhesive 56 are
pr ef er abl woibs/psased transversel y linywasBHeERITHAS BRENEf sel y opdmaswloysBr om
t he zonesof —pressur e-sefisi ti VRERORGEDvVe 544 This ensures that at
: conpri sing -the

| tas i the b
pr esgmﬂi@i‘milr Uwhesi ve 54 can be ' fol ded over the first
surf 107 king substrate 52 to 1fgorma'tape tab 40 once

t he backing substrate 52 is slit into, segnent % ) The
backi ng substrate 52bpaking gubsirats comprises e pf rdifferenngplegam sructais: WAt i ne

L3 and separat ed, fofsfgreldast Qafdcet Wwo backi ng substrate segnents as

descri bed above. These backi ng substrate segnents are fed directly
into a taper unit 170 whi ch cuts the backing substrate segnents

i nt o indivi dual 9t ape Thelnsethd@l adéarding to any of the pricedidg alaimsfurthen bomprising f i xed
end 77 and a rel easamees'tggc&-]& The rel easable end 78 preferably
conpri ses the pressure-séensitive adhesive 54 applied to the '
substrate backing 52. (In especially preferred enbodi nents, the rel easable
end conpri segtting’ MEMR tabstBek aftod MARIdUAL daped b8, Jeadt Batihgefd end
77 preferably cO El_ses t he constr tIE'P%B adgeswe 56 di sposed on-
the second surface gPermagently attached end and anrefastepable&dos  The rel ease

surface 95 may conprise any rel ease agent known in the art,

including but not linite el i clay; or the
rel ease surface 95 ngbovbcgnég;@gsgglgrpﬁq;ﬁé%ﬁ%rﬁ%l& J5'?edet erm ned portions of

t he backi ng substrate 52 with a rel ease agent, or by enbossing or

bonding the s@afikg %ﬁd%&@&&lﬁ_aﬁcw%& Gtedaid 1dpe! 186 36 saidr &asgs 95 1S

formed. Alternatively, a . ) a§ ing substrate 52 may be chosen t hat
conprises areas of dPithagaidrensipctionadhesive. structures, such as
| am nates or coextruded filns, wherein at |east a portion of the

fi f f backi I f :
Finally. the tade’t ad o6 et gfeny SR frefetis SIS Ao chpuRSRE e 4esE °°

commonly known in t hélding saidrienesUongitndinal edges baglp bntedsaid) fitstsurfage dfosaid | nc.
of Sheboygag, g sibstfite 1 F5iftereidiSe 1288 SsaldPfdidihd Stép H8ink PeABrld’! |

roll where the tape ) i ) . . .
before said release substrate is placed in contact with said backing

substrate.
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tab stock 70 is cut into individual t ape tabs 40. The individual tape tabs

40 are wo 9s/3587€en sl ipped (spaced) and the fixed end 77 ? RRSSefPE tab
40 is joined to the chassis of the absorbent article by neans of
t he construction adhesive 56 di sposed on the second surface 82 of
t he backi ng substrate 52. WO 95/ 35079

- PCT/ US95/ 07418 14
Wil e particul ar enbodi nents of the pr Zq% i nventi on have been
illustrated and described, it would be™ lous tg those skilled in the art
t hat vari ous other changes and nodificatt38s can be nade wit hout
departing frogiéigb spirit and scope he invention. It is
therefore int Ty coyér in the al I such &hanges
and nodi fications t?%gifi1rvvtin n;the stope of |===f f nventi opn.
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use with a di sposabl e absor bent article, the nethod conprising the steps
provi di ng QVQ)%%@P?PQ substrate having a first surface, a fir CTERIGHOIUEI nal

centerline and a transverse centerline perpendicular to said

longi tudi nal centerline and a pair of | ongitudi nal edges;

appl ying a pressure-sensitive adhesive to at least a portion of said first

surface of sai d backi ng substrgé slitting said backing

substrate in a direction parallel to s d’dongitudal centerline .~ to

format |east two segnents, each said segnent having an inner |ongitudinal

edge; . separating said segments in a direction parallel to sald

transverse centerline; contacting a reI ease substrate, h%
and'a 74 | ong8#uc dgflne

rel ease surface, an adh&4 ve surf
with said p@@sure-isedsitive adheZ?ﬁ
surface coversj sai d pre sure-sensi t i [FETad
| am nat e .l ._conmpriding said segt
applying a %p Nt ruction [adhesi ve t
surface of ML ; aidjrel ease s

at idrel




slitting said laninate in a direction parallel to said |ongitudina

cent erl i neayo3a8gs079 separating said |lamnate into tapeptpPssdPRsts 2.
A met hod for manufacturing tape tab stock that nmay be used to formtape
tabs for use with a di sposabl e absorbent article, the nethod
conprising the steps of: provi di ng a backi ng substrate having a

. longitudinal centerline, a transverse centerline perpendicular to
sai d |l ongitudinal centerline, a first Sy/rqace and a pair of

| ongi t udi nal edges; 16
appl ying a pressure-sensive adhesive to said first side of said backing
substrate, - sai d adhesive being applied in at least a first zone and
a second zone, said first and second56 es being trang ersely spaced
apart and running tlnuousl Ayﬂ' dl?&ftlon parall 4 o said

| ongi t udi nal centerl \pe. of _sal clking suhoiral, and
second zones bei
centerline

OOy

J - 83 \ I
52 g5/ 75 g5 52

83

Fig._ 4




and between said | ongi tudi nal centerline and said | ongtudi nal edges wherein

sai d wo 4/sh7nd second zones are spaced transversely '%26&&/&7{{8“’”‘1
sai d | ongi tudi nal centerline fromsaid | ongitudinal t hat
an area formed adjacent to each of said longitudinal edges is free
of said pressure-sensitive adhesive; slitting said backing
substrate between said first zone and said second zone, parallel to
said longitudinal centerline to form at st two segnents, each said
segnent havi ng an i nner Iongltud4K£ edge; separating said
segnents in a direction parallel to said transverse centerline;

contacting a rel ease substrate, ﬁgaV|ng a rel ease face, an adhesive
surface and a second | ongf'tNdi nal center , Wth said :
pressure-sensitive adhegne, yeh:BhaP—ﬁ p—-_JK:——gelease surface covers
sai d pressure-sensitive ad eswsJ ocated in both idfirst zone and
sai d second zone f g a nltar anln ¢e co r|S|ng said egﬁbnts

and said rel ease sub - hesive to at

| east a portion of sdit~atfesTve lsurface jof sartHreredase trate;
slitting said Ianinatedﬁgtmeen sgi d segnments in a directy par al to

sai d | ongi t udi n centerlin82 and ~¢3 separat i said | am nate
into a tape tab stockr“Sg;‘—JThe met hod of C ai s f\or;?“mhefein said step
“of slitting said backing supgtrate conprises sififAing said backlng
substrate coincident with said |ongitudinal centerline.

Fig. 6




rhe method of Clai-m3 wherein said step of

ing sald

17

| am nat e co
| ongi t-udi nal
conpri si ng th

t ape . tabs .each having a permanently + attached end an
provi ding a chassi's of- an--absorbént article; and-

end; :

securi ng. sai-d permanent |y at'tached- end.; )

with said

R e e

niébfzktférﬁtm apeend)

urt her

Kphdatloi Daﬁmal |

scutting said tape tab.stoc

said tape-tab to said chassi's o
-construction” adheswe % - *The net hod of laim I =

further cohmgg j_gecﬁf,ge@flgol di ng sai d I Aner ** longitudinal edges::

back over .sar
rel ease tabs,

substrate.is’
' - l‘

..sai d-backi.ng substrate:to form -

- said‘fol. d| ng-. step beng performed bef-ore-sai'd rel ease .

pl aced .in. contact. wi-th said backi.ng, substrat.e:

.Amethodformanuﬁcnmngtapetabsﬁockthatmaybeusedmfomtupeﬁﬁsfor: -
_-.-:.'usemthadlsposableabsorbentarucle,themethodeompnsmgthestepsof- '

provxdmgabaclnngsubsuatehavmgaﬁzstsurfaee,aﬁrstlongltudmal eenterlme o
'andamsverseeenterhnepemendxeularmsmdlongtmdmalcenterhnemdapmr

..'-_--'oflongxmdmal edges, -

o -_applymg a pmsute—sensiuve adheswe to atleast a: port:on of sa1d first surfaee of .
. saxdbackmg su.bstate, S , .

' ;slmmg smd baekmg substmte ina dnreeuon parallel to saxd longxtudmal eenterlme

to form at least two’ segments, eaeh sald segment havmg an inner longitudinial edge,
separatin'g- said segnjxents ina direeﬁqn parallc_l to said tfansverse centerline;

eontec_ting a release substrate, havmg a release surface, an adhesive surface and a

. longitudinal centerline, with said pressure-sensitive adhesive, such that said release '
- surface covers said pressure-sensitive adhesive and: forms a unitary  laminate

comprising said s_egmenfs ax;d said release substrate; -

applymg a construcuon adheswe to at least a pomon of said adhesive surface of
said release substrate '

slitting said laminate in a direction parallel to said longitudinal centerline; and

 separating said laminate into tape tab stock.

A method for manufacturing tape tab stock that may be used to form tape tabs for

* use with a disposable absorbent article, the method comprising the steps of:

providing a backing substrate having a longimdinal centerline, a transverse
centerline perpendicular to said longitudinal centerline, a first surface, and a pair of
longitudinal edges;



7. The net hod_oi—cl-al—n%—l—ef—%—mherel n said rel ease substrate ¢
covers said backi nlj“subst rate. The net ho

wherein the step oﬂmﬂ H“ H tructlon adhesi ve
portion of: ‘sai.d ad sai d rel ease ‘subst at e )
appl ying said construc‘ilon adhe5| ve to at |ead-a port| - :
substrate. 9.°... ‘The"nethod. of Q airmy§ wher ei n-.sai d- ructi.on adhesjve -
appl ied to -said: “backi ng- ~ - - -substrate: |s appl ed: Iateral Iy inwardly from:
sai d Iongltudl nak. edges up to about .05 " .. ¢m. 10. °. The method" of .

d ai m 13 wherei i sai d’.constrictjon adhe5| ve appl i ed'to said backi ng - s
substrate s appl I ed F ateral Iy iwar dify - fr-om sai.d”1-ongi t udifral - edges.. up to :

DO 02 o P s APl TR ORISR BB

may be used to f

article, the netsamcumpebgnggppmusa@p@tefﬁmmneandasecondzone,smdﬁrstand Lo
18 : -,seeondzombemgtransvaselyspaoedapartandrunningconunuouslyma
o '_dxrecnonpamueltosadlongmmndcenwdmeofsadbachngmbsuam,smdﬁm
- and:second zones: being Tocated. on opposlte sides of said longxtudmal centerline
DUE andbetweensa:dlongxmdmalcenterhneandsaldlongmdmaledgw whemmsald.; :
o ﬁtstandsewndmn&sarespaceduansverselymwardlytowardsmdlongmdmal’ .
. centerline from said longitndinal edges such that an arca formed. adjaeenttoeachof__}
o said longltudmal edgcs:sﬂ:ee of sa:d pressure«sensmvc adhmve, ' :

- | slntmgsmd backmgsubstrate betweensald ﬁrstzone andsald secondzone, pataﬂel |
. to said longltudmal centerline to' form at lwst two segments, each-said segment -
' ha.vmg an inner longltudmal edge, : .

scparating said segments in a.direction parallel to said transverse centerline; _'

contacting a release substrate, having a release sin'face,.an adhgsiiz_e suctface and a-
second longitudinal centerline, with-said pressure-sensitive adhesive, such that said
release surface covers said pressure-sensitive adhesive located in both said first
zone and said second zone formmg a umury lammate comprising said segments
and sand releasc substrate; :

" applying a construction adhesive to at least a portion of said adhesive surface of
-said release substrate; - . , .

slitting said laminate between said segments in a dxrecuon parallel to said
. longltudmal centerline; and '

separating said laminate into a tape tab stock.
3. The method of Clmms 1 or2 wherem said step of shmng said backmg substrate

comprises slitting said backmg substrate comcldent with said longitudinal
centerline. .



provi di ng a backi rg—subst+rate having a pair of |ongitudi

applying a pressure-sensitive adhesive to said first surf

ver casg surtace- and NRCAMBLIIGERD 225 0 ="' Gees Sob

H

TTAT \.,u \rd

aﬁﬂ’lﬁcﬁéﬁw SHEET
trat e‘ a"laagcn‘ggq

Pate . s

pressure- sens|t|ve adheslve "suth 1 hat sai.d rel ease surface—covers—sar&_——_- '.

pressure- Sensitive. adhesr ve. formi-ng a uFi|71 ary 1am nate;” and

- appl yi ng a- construct i on adhi sive: to at

east a port|on of “sai d adhe5| ve

surface of " sai drel-ease-substrat.e and at.. Ieast ‘a porndf said -

backi ng substrate forming a. tape L ‘tab stock

SRR ik s i

about .. 05 13. Sal

The. net hod of

nq?‘?ﬁg?r?gﬁﬁhgges up to.

By t he -steps of:

cutting. -said- tae tab st ock '|nto II’TdI.VI duat-- -tape’. tabs each havr ng a -

per nanentty atta end an ref astena -provi di ng a
chassi s .of g‘n ab%?ﬁ'@ﬁ‘f’ﬁgfﬁ ﬁdﬁﬁ compnsgxéﬂl}?s%ggal d per nanently :

att ached end .aof ' said tape tab: to -sai-d< chass$i*s with.said -

Ll construct i on -

adhesr ve. 14 _ etﬂiﬁ‘g QEH%% MI molﬁldiﬁdﬁah%pecaﬁggrdaﬁﬁ Bﬂvm@% ﬁérﬁﬁ&etﬁfy

}_:_;__machedend,andanrcfasmaueend.

| 'provndmgacha.smsofanabsorbentamde'and T

":seclmngsmdpermanenﬂyauaohedendofsazdmpembtosmdchassnswnhsald

_ constructlon adheswe.

6. The method of Claim 1. ﬁnthercompnsmg the . step of- foldmgsaud inner
longitudinal edges back over said first surface of said backing substrate to form
‘release tabs, said folding step bemg performed before said release substrate is -

placed in contact with said backmg substrate.

7. The method of Claims 1 or 2 whcrcm sa1d release substrate completely covers said

backing substrate. -

8. The method of.Claims 1 or 2 wherein the step of applying a construction adhesive
to at least a portion of .said adhesive surface of said release substrate includes
applying said construction adhesive to at least a portion of said backing substrate. -

9. The method of Claim 8 wherein said construction adhesive applicd to said backing

cm.

substrate is applied laterally inwardly from said longitudinal edges up to about .05 -

10.  The method of Claim 13 wherein said construction adhesive applied to said backing
substrate is applied laterally inwardly from said longitudinal edges up to about .05

cm.

11. A method for manufacturing tape tab stock.that may be used to form tape tabs for
use with a disposable absorbent article, the method c_omprising the steps of:



tting said tape tab stock into individual tape tabs, eaﬁLhavJLag_L___
perrranent ly Jﬂﬂﬂt"ﬂ’l LHluﬂMLa ref ast enabl e end; EPLACHNN féﬁﬁ,__—_-ﬁl
chassi s of an abs securing sa dBpermanen

attached end of. sald t'ape tab tosaid chassis with Saldl Date ;.. .1 9nB €d9970r
adhesi ve. : 15 - A method: for manufact urin—tape £aB S{HEK"" :
t hat - may be used to. ‘formtape tabs faor . ¢ use Mﬁth a dlsposable '
absorpent ‘article, ‘the met hod conpr|5|n98the steps of .
prOV|d|ng a ‘backing substrate. havi'hg: a-pair of " Iongitudlnal edges
applying a pressure sensitive adheslve to; sald first 'surface of- said’

backing - ,,&%ﬁ@gs B%g ﬂgﬁglmé&ggase substrate. .
hav1 ng a reI ease sur.face..ang an- agﬁes‘l‘m{g urface
h _j;'%uumwmg a pmasuu>sumnnm adhemve u)smd ﬂmn mnﬁuz of sud badung .; .

e .jmnmcungareleasesubsuam,havmgardeasemfaceandanadhemvemﬁce o
C thsaldpmcsme-sensmve adhesxve, suchthatsaldreleasesurfaoecovers sa:d
pressme-sensmve adhes:ve fonnmg aunmrylanunate and IR S :
o iapplymgaoonstl:ucuonadheswetoatlcastaporhonofsaldadhwveswﬁaoeof-
_smdrdeasesubsuatcmdatleastamofsmdbackingsubs&atefmngampe
-'.--mbstock. ’

B VI -"I'hemcthod ofCIalm 11 whcremsaldconstrucuonadhcswe apphedﬁo saxdbackmg '
' ) substrate is applied laterally mwardly from said longltudmal edges up. to about .05

13. ‘I‘hemethodofClalmSﬁn'thercompnmngthestepsof

cuttmg said: tapc tab stock: into mdlwdual tape iabs, each havmg a permanently
- attachedendandarefastenableend '

providing-a chassis of an absorbent article; and

securing smdpe:manenﬂyaxﬁchedendofsaxdtapetabtosaldchassxsmthsa;d
construction adhesive.

14.  The method of Claim 11 ﬁlrthercompnsmgthestepsof

cutting sa;d tape tab stock into individual tape mbs each having a permanently
attached end and a refastenable end;

providing a chassis of an absorbent article; and

securing said permanently attached end of said tape tab to said chassxs with said

construction adhesive.



with said pressure-sensitive adhesive, such that said rel ease.surface
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porti.on”of sai d adhesi ve sarffice: ofn s re c . SYIls te and:
at least.a portion -of said backing.substrate formng a L_ rt?tdf?:lgﬂta
st ock, Wnerel n said constructt on adhésive j's applied | at --v
from.said:- S Iongltudl naI edgeslﬂp to-about .05 cm | _
cutting said tape tab_stock inte, i.ndi vi dual - tape, tabs .‘each haV| ng a -
permanentty. .. .- attactied end. and a- ref ast enabl e end;.

prOV|d|ng a: ChaSSIS of” an.absorbent artlcle and = - T securrng sald

per mhent yist L AR HRSthADbr § Papelod sibbk ikt fhay W T8k to/Nokd t85¥ Elbs for -
construc:t |.o-n a nﬁg'wﬁamsposableabmrbentmmm,themethodwmpnmgﬂmstepsof .

""_'ptovxdmgabaclnngsubsuatehavmgapaxroflonganaIedges,
"applymg a pressure-sensmve adhwve to saxd ﬁxst surEace of sa;d backmg
'_'conmcungaxeleasesubstmte hawngarelﬁsesm'faoeandanadhawe sm:faoe

.. with said pressure-sensitive adheﬂve,suchthatsatdrelease surface oovm said
_ pmsure-sensmve adhcsxve fonnmg aumtary Ianunate . _

) applying a oonstruction adhesive to at least a portion of said adhesive surface of
smdrcleasesubstrateandatlcastaporuon of'said backing substrate forming a tape
- . tab-stock, wherein said construction adhesive is apphed laterally mwardly from said

. longltudmal edges up to about .05. cm,

-cutting saxd tape tab stock into mdmdual mpe tabs, each havmg a permanently
' aﬁachedendandarefastcnableend, '

" | providing a chassis ofan ébSorbent atticle;--and

I. securing sa1d pennanenﬂy attached end of sald tape tab to sald chassis thh saxd
: constructlon adhesive. : S



