1 DESCRI PTI ON MANUFACTURI NG EQUI PMENT OF WEARI NG ARTI CLE 5 Technical Field
[0001] The invention relates to manufacturing equi pnents of wearing
articles such as disposabl e diapers. Bakkground Art 10[0002] A so-called
di sposabl e di aper (hereinafter referred to as a diaper) have conventionally
been known as an exanpl e of a wear?mg R incl uding an absorbent main
body that has an absorbent body absorbing fluid and is applied to.a crotch
and a wai st-belt section covering waist around (see JP-A-2006- 15101970).
Di scl osure of | nveMANHAYTBINIAA EQUBEMESIved BYARNNEG |ARErLEon [ 0003] The
di aper is produced fromraw material to finished 20 product in its
production line, for exanple, using nonwoven fabrics, etc. as a material.
Thi s progdethhenBalli peehas generally a belt conveyor arranged therein. A

hal f-conpl et ed di aper noves on the belt conveyor while being supported by
the belt [88RVéyDRe amyeddvicBesrotakeat itohs "epRbRABUF hed hAF L PPErdSnpPét ed

di aper a 1,0 C i t t . sorbent body nade of
pulverizgga%gﬁg,gg¥ggfg% %gs é%?q%gﬁﬁggﬁ?ésg?%ﬁsggﬁe absor bent body and
conpl ete the diaper as a final product. [0004] Wen constructing the
above-nenti oned production line 30 fromraw material to finished product,
first, vgﬁFgH§OH gi CBS necessary for the production line are manufactured

in al@ledg@@b@qi zUHf%BLeglfL@st QriYs pRfs a8 18R Ch j e actit Bfer TheSErA&YI €8S are

assenbled in the factory to finish a manufacturing equi pnent of a di aper;

t hen, a Bese- dirpes)giheivieg coovehs 188amaubactuknagnegdi prefkaiBloepif ¢
whet her %gg%ﬁ% CE&%HC éi%&ﬁﬂuding an absorbent main body that has an
absorbent body absorbing fluid and is applied to,a crotch and a
waist-belt section covering waist around (see JP-A-2006-

15 101970).

Disclosure of Invention
Problem to be Solved by the Invention
[0003] The diaper is produced from raw material to finished
20 product in its productibn, line, for example, using nonwoven
fabrics, etc. as a material. This production 1line has
generally a belt conveyor arranged therein. A half-completed
diaper moves on the belt conveyor while being supported by the
belt conveyor, and devices of stations combine the half-
25 completed diaper and various constituent parts such as an
absorbent body made of pulverized pulp, etc. or a sheet member
covering the absorbent body and complete the diaper as a final
product.
[0004] When constructing the above-mentioned production line
30 from raw material to finished product, first, various devices
necessary for the production 1line are manufactured in a
dedicated machine factoﬁy of a machine manufacturer. These
devices are assembled in the factofy to finish a manufacturing
equipment of a diaper; then, a test-run 1is giving to the

35 manufacturing equipment to verify whether imperfection exists.



2 Thereafter, the manufacturing equi pnment of the diaper is disassenbled,
accommodated in a container, transported to a factory place in the
destination, and is installed on a founglation, etc. of the factory place in
sequence. 5[ 0005] However, a size of a container is standardi zed under the
Ji S or | SOestarfdard. Ther efenefatchudisassemblyneaft eroft hehaboviéapent i dred
test-run, it i

LAt 1S cessary to djsassenble the nuf act uri ng_equi nt i.nto a
si ze as _sdﬁﬁlalssgglgieant%‘%/ A ,cbﬂnﬁda?8ngﬁéﬂ?r’I'hgfrrgng%ggggrefcq n“whi ch
if a devigeteeh B3ad@ aikelth&onyapamnaanmgt badaceonmbeatad an andevi ce
basis, it is nécessary to further disassenble the device.:- In such a case,

t he constioyediaga oni nete | PEbekenbta¢emgerretalide SadUueakes a long time for

re-asse i tory c 0 The invent] e dei.n
View 51 R 0Sdn et S A Ta PR chesdekal T Bad-hbove g et SRRt ahk
t hereof 1X St oopr ovi@e saamainutiact urlineg egquiepneit afisasweabilyg aftexc!| ehsuch

as a dispgsabl e di aper, the manufacturing equi pnent bei capab of .t he
reduct i otV eTTEGRLOPGEL i G T f of Tt HE rﬂaeﬂ{ﬁ riThy agﬁfj‘ﬁﬁ%ﬁ%’f%f e

wearing arth&Ha-etu2QnieansibAEnBoi Mt e £robl em 11 QA0E ddnteridelr tan
achi eve the above-described advantages, a principal aspect of the invention

i s a manufcactmodag eeqiieprenffheteaaneachfgs at i ehech nic wdidny lae aysdr Fent
mai n, hody and.a 25 wai st-belt sectign, th bsor bent i . _havi_ng _an
abso}ﬁental %5%3} tcf?é‘tveé’l%orcﬁgmf’ltu?ﬁ Sﬁab%%?ﬁag@%%p?ﬁl e% (%egpla&c%gﬁ%gsp ;{Lﬁ‘eqs

wai st - belde 8eGlirgn teovariiigea dbdsSdsaOundshé nedwtialg: anpkutal iat yasfe,units
that are novably arranged on a unit basis, 30between which a half-conpleted
product &M NeORBaF GGt @t t FéMe 6 itly PRFERS edCBFBRg PECEEFEaI 1T f FREES 2

n' & secosd P EE o per oRal R ar 6t neT Lol i cetion IS | onger than
perpendicufar to the first ‘direction is |onger than
in the fil0NOedi Teet iomenB85whobesr bspectriade hei ghitevarnd |tdregtdmnointtilpamafli r st
15 problems described above, and an advantage thereof i1s to
provide a manufaéturing equipment of a wearing article such as
a disposable diaper, the manufacturing equipment being capable
of the reduction of a construction time for the manufacturing
equipment of the wearing article.
20
Means for Solving the Problem
[0007] In order to achieve the above—described advantéges, 'a
principal aspect of the invention is a manufacturing equipment
of a wearing article including an absorbent main body and a
25 walist-belt section, the absorbent main body having an absorbent
body that absorbs fluid and being applied to a crotch, the
waist-belt section covering a waist around, including:
a plurality of units
that are movably arranged.on a unit basis, .
30 between which a half-completed product of the wearing
article is transferred along a certain first direction,
that respectively have a planar size in which a length
in a second direction perpendicular to the first direction is
longer than in the first direction,

35 whose respective height ‘and lengths of the first



3 direction and the second direction are within a size range so that the
units can be respectively accommodated in a container according to the JIS
or 1SO standard, and that respectively 3erformat |east one of 5a step in
whi ch pul verized pulp is shaped into the absorbent body, | a
step in Ahredtipe aBdofbentselhody i0d rSahdRPcRES Metthedn %a Fi%Sstr ¥HEet SPrenber

“and a se ef. .k d I S sor Lfn body
is forneggggogﬂgtggg?ﬁb§épc%@afgﬁggg%&ggggr?pggMES%%$§§e?£ngnggggﬁgﬁéﬁuting
t he wai steberdisectd orhe sT I aducded), sdastdepd, nawbi ch t he conti nuous body of

t he absor bent in body is severed, and the_absorbent: pain body is
produced, a stggh?ﬁ 9@%&??2%?%%% Qﬁrﬁaﬁ? ﬁélﬁeéﬁgnﬁﬁ?so re 15 affixed to

both nd sections of Lthepabsorpart MIIVHAGKRd duaien d IdH&h 1o abser bent
mai n body is folded in two, and the pair of belt el enments superpose, »

a step iAbaprednt Heodwiper posing belt elenments are joined at intervals at a
to- be-] oi ned porthg,s%%%.tpg y@&%&‘ epegﬁséﬁﬁ%#Pnbbaypﬁggugggdwﬁeged

a step in which severingis performed corresponding to the t e-] ol ne
porti on petweashawdiisttbelhccsectarbrer andl thesaward ngheastt inndreoars, fandres.

[ 0008] Features of the invention other than the above_w || 25 becone clear

by readiﬁ@nFﬁ%uﬂ%%c???ﬁiQﬁ1?ﬁet%ﬂ?ﬁﬁQ§§§nF§6€cPPﬁ¥a%FOEOEW?%'reference to
the geconpanying drawspgs. iEf fapts oft theabAventia@R of a belt element

constituting the waist-belt section is produced,

a step in which the continuous body of the absorbent
main body is severed, and the absorbent main body is produced,

a step in which a pair of the belt elements are

15 affixed to both end sections of the absorbent main body,

a step in which the absorbent main body is folded in
two, and the pair of belt elements superpose,

a step in which the superposing belt elements are
joined at intervals at a to-be-joined portion, and the waist-

20 belt section is produced, and :

a step in which severing is performed corresponding
to the to-be-joined portion for each waist-belt section, and
the wearing article is formed.

[0008] Features of the invention other than the above will
25 Dbecome clear by reading the description of the present

specification with reference to the accompanying drawings.

Effects of the Invention
[0009] With the invention, it is possible to reduce a
30 construction time for a manufacturing equipment of a wearing

article such as a disposable diaper.

Brief Description of Drawings
[0010] [FIG. 1] This is a perspective view of a diaper 1 as a

35 'wearing article 1.



[0009] Wth the invention, it is possible to reduce a 30 construction
for a manufacturing equi pnent of a wearing article such as a di sposabl e

di aper.
This is
[FIG 2]
opened f
[1-111
LET-111
This is

wai st - beli

Bri ef Description of Drawings 14 [0010] [FIG 1
a perspective view of a diaper 1 as a 35 wearing article 1. 4
Thi $FI6.a2pl &hivi ew shawlay wist asleovimavnd chtate b apeicll tbke
bat. 1 .LFIG.:ﬂgfié% 3Ais a cross-sectional viewtaken alo
PrARFE 217 aRCRY is a cross-sectional viewtaken 5 al ong
in FIi@rc3A3] showi ngaonkya asrébsosdentonmi vikedyaken alongl ELG-
a gerspectlve view for illustrating belt elenments 23, 25 of a

st BAG202, and FIG. Ji| & 5 FCS-SKHEMdaEB B | A¢860

time

]

ng
4]

s of

a_manyf a%tlﬁéh“%ﬁ%gﬂ”ii%”%c;.30319,f éﬁ'&uﬂ%‘p&il “an absl)fﬂ;%t %afx‘lcﬁgdgA to

6F are exp

atory diagrans show ng a produci ng process of a surfac

menber 120.etc. in an absorbent-body-shaping unit U2, and cross-sectio

views show ng_the surf
di recti on. ?F 4%

1 heet b 2, tc., k | .W dt h
L8 i B e T Rer gooat e EiaH atat ard HPREr BB ChaME

form ng Rnegesssobst hesahsoys bent simbdn bodetl®n efc. in an ,
absor bent - mai n-body-form ng unit 03, and cross-sectional views show ng

absorbent nailAIBedyp11081@% c. SPaleait abBngra wiadtomtzo @f r ecicon fechardange
direction as hreetjion) .. LJ f Reference Nunmerals [0011] 1 diaper
0 ng afiplely, SPeSFor ittt § ng, ‘10"

(wea

a Jjoined torso opening, 5 | eg opening, 10

absorbent mai[@IBOdY,] FIGS. 6A to 6F are explanatory diagrams showing a

15

20

25

30

35

producing process of a surface sheet member 12, etc. in an
absorbent-body-shaping unit U2, and cross-sectional views
showing the surféce sheet member 12, etc., taken along a width
direction.

[FIG. 7] FIGS. 7A to 7J are explanatory diagrams showing a
forming process of the absorbent main body 10, etc. in an
absorbent-main-body-forming unit U3, and cross-sectional views
showing the absorbent main body 10, etc. taken along a width

direction (the same direction as a CD direction).

List of Reference Numerals

[0011] 1 diaper (wearing article), la Jjoined body,

3 torso opening, 5 1leg opening, 10 absorbent main body,
10a end section, 10b end section, 11 absorbent body,

12 surface sheet member (first sheet member),

13 tissue paper, 14 nonwoven fabric,

15 back face sheet member (second sheet member),

15p folding-line portion, 15s end sectibn,

16 leakage-proof sheet, 17 nonwoven fabric,

18 rubber thread, 19 rubber thread, 20 waist-belt section,
23 belt element, 23s both end sections,

23m intermediate product,

24 nonwoven fabric (third sheet member), 25 belt element,

25s both end sections, 25m intermediate product,

heet
nal
5

ng a

t he



25 10a end section, 10b end section, 11 absorbent body, 12 surface sheet
menber (first sheet nenber), 13 tissue paper, 14 nonwoven fabric, 15 back
face sheet nenber (second sheet nenber); 15p folding-line portion, 15s end
section, 30 16 | eakage-proof sheet, 17 nonwoven fabric,' 18 rubber thread,
19 rubbeR6t hrebder 20hperdt - bl tnaectdadmridg leguipakamentl 23slbotleadnd

sections, .23m i nt er nedi pr.oduct 4 .nonwoven fabrj t hi heet
menber ), -5 BE#Yeﬁféﬁﬁh?§§35pé§é;?ﬂﬁ Yend 2@%%?0%2, Eﬁﬁéi%‘%gﬁgﬁiate
product, 425 26yeubherdihfipcad; 3Qui@my aghdbemg equi prestin@lrglldqr sheet, 33

pul verizer, 39 pulp supplying duct, 41 turn roller, 42 |ayering drum 47
gui di ng A€nbepidesgoptessi oy rottds ,rU9 gui d&r offPER, Y801 QT de rol I er, 52a

turn $ol kab. engh LULN.Lolier. é?d@%&quo,' leer» 8QaguideiLpl ler, 61
rotating drum (joining apparatus), 63 cutter roll, 64pressure roller, 65c
turn rol leér, rotating drum (joining apparatus), 63 cutter roll,
64 pressure roller, 65c turn roller,
66 two-folding guiding member,
67 rotating drum (sealing apparatus), 72 slitter,
10 73a turn roller, 73b turn roller, 74 guiding member,
81 first heat sealing roller, 82 second heat sealing rollef,
91 Dbase plate, 92 Dbase plate, 93 base plate, 94 base plate,
95 base plate, Ul pulverized-pulp producing unit,
U2 absorbent-body shaping unit, ’
15 U3 absorbent-main-body forming unit, U4 Jjoining unit,
U5 intermediate-product producing unit, G foundation, S gap,

LC line center, Pb folding position, Pc folding position,

Best Mode for Carrying Out the Invention
20 [0012] At least the following matters will be made clear by the
description in the present specification and the éccompanying
drawings.
[0013] A manufacturing equipment of a wearing article‘including
an absorbent main body and a waist-belt section, the absorbent
25 main body having an absorbent body that absorbs fluid and being
applied to a crotch, the waist-belt section covering a waist
around, iﬁcluding:
a plurality of units
that are movably arranged on a unit basis,
30 between which a half-completed product of the wearing
article is transferred along a certain first direction,
that respectively have a planar size in which a length
in a second direction perpendicular to the first direction is
longer than in the first direction,

35 whose respective height and lengths of the first



66 two-fol ding guiding nenber, 67 rotating drum (sealing apparatus), 72
slitter, 10 73a turn roller, 73b turn roller, 74 guiding nenber, 81 first
heat sealing roller, 82 second heat seating roller, 91 base plate, 92 base
pl ate, 93 base plate, 94 base plate, 95 base plate, D pulverized-pulp

produci ng; Bkt iof2 aalas ankeediody Shapitigrunide Wik abset bentamgs nsbody
formng unit, U4 joining unit, 05 internediate-product producing unit, G
f oundat i GhatSthap unics| iG98 EentEsSPel V6L RGCHBEPERBAT PB PordPRRginer

pOSitiOnacggﬁﬁéggdﬁff?E%C§f§yépg¥§yt5%§ﬁFthe%hhon 20[ 0012] At least the

foll ow ng nma I e nade ear e ‘description in the present
speci ficati on antdatheeapectpaayy noge df @ rgs.leas@O028F Afmanuf act uri ng

equi pnent of a wearing article ingludi an sor.bent in bod nd
maist5belt_section,at%§88b§8rB@Hﬁ: SPﬁﬁﬁﬁﬂﬁﬁgeIﬂgéiﬁ&sgghﬁ%?gr%%ﬁ?'Egay
that absqphg Hkui-dnand, being applied to a crotch, the waist-belt section

covering a waist around, including: a plurality of units that are novably
arranged on a unit Basitep 30betiidem whiehakskabPeREomsI®Bt edls predGdt coLdt he

wearing %retci %Ie% iaS éirr%rpfs reree(:d n?élrﬁp@r aar?c?rgahgcéﬁx(ﬁsgh%éf eﬁglinﬂgr, nd a
t hat respectively have a planar Size in which alength in a Second ©.
di recti oroperpendiscbbay t6 the dbssibeht ectiromddy liendgermedan in the first

di rection, ,
10 a step in which at least a part of a belt element
constitutiﬁg the waist-belt section is produced, '

a step in which the continuous body of the absorbent
main body is severed, and the absorbent main body is produced,
a step in which a pair of the belt elements are

15 affixed to both end sections of the absorbent main body,

a step in which the absorbent main body is folded in

two, and the pair of belt elements superpose,
| a step in which the superposing belt elements are
joined at intervals at a to-be-joined portion, and the waist-

20 belt section is produced, and

a step in which severing is performed corresponding
to the to-be-joined portion for each waist-belt section, and
the wearing article is formed. ‘

[0014] With this manufacturing equipment of a wearing article,

25 the units respectively perform at least one of the above-
mentioned eight processes that are necessary for manufacturing
of the wearing article. The units also are movable on a unit-
basis, and are within the size range so that the units can be
respectively accommodated in a container according to the JIS

30 or ISO standard.

[0015] Accordingly, when the units are transported with the
container, and are each set in a factory placé in the
destination, at least the processes to be performed. by the
units can be performed immediately without assembling devices

35 in the units and performing the position adjustment.



35whose respective height and |l engths of the first 6 direction and the
second direction are within a size range so that the units can be
respectively accommodated in a containef according to the JIS or |SO
standard, and that respectively performat |east one of 5a step in which

pul veri zethepilrpres sitaped ppteibhe absayhentenbadyconstruction timestep in
whi ch the absorbent body is sandw ched between a first sheet nenber and a
second shHéét HEWIECt UgrHdda aBhIMardusChoblye oFet hEn@ba bt beht - maPRSBEEY i s

f ormed, ep . i-gh st a-par I't Slsleh UkisnNg
t he mais%g%g?% ggéﬁggﬁk%ss éégﬁgng g gt%%gg%ﬁaﬁﬁbﬁjg%gﬂggﬁt%ﬁ%o%glbgéy of
t he absordeent e i avi doodyy | besevereathleandin he atsdidrerd maaohboey fiastory

Pot h Snd "435 ITHS G- “ehd OsorHht Vel h Boy. TELBbOT R whl oot RE aREBFbent
mai n body J sshol€ded in patklofcditdirwitament 81 88PEIROSERe St cHirGAgt he
superposing belt elenents are
equipment of the wearing article.
[0016] Further, regarding the planar size of the units, the
second direction perpendicular to the first direction along
10 which the half-completed product of the wearing article 1is
transferred between the units is longer than the first
direction. Therefore, while securing wide spaces in the second
direction for arranging devices, materials, and the like in the
units, a total length of the manufacturing equipment of the
15 -wearing’ article can be shortened in the first direction in
which the half-completed product of the wearing article is
transferred bétween the units. As a result thereof, it is
possible to increase the transferring accuracy of the half-
completed product of the manufacturing equipment as a whole;
20 thereby, the wearing article can be processed more accurately;
[0017] In such a manufacturing equipment of a wearing article,
it is preferable that between at least one pair of the units
among the plurality of units, the half-completed product of the
wearing article is transferred by continuously extending thé
25 half-completed product b'etween the pair of units and
transporting the half-completed product. |
[0018] With this manufacturing equipment of a wearing article,
it 1s possible to reduce the accuracy requirement for the
. position adjustment between at least a pair of the units. This
30 is for the following reason. When manufactufing the wearing
article, the half-completed product is continuously extended
between the units, and thereby the half-completed product is
transferred between the units. vTherefore, even 1f there 1is
some mismatch of the position adjustment between these units,

35 the mismatch is absorbed due to flexible deformation of the



joined at intervals-at a to-be-joined portion, and the waist-20 belt
section is produced, and a step in which severing is perforned
corresponding to the to-be-joined portign for each waist-belt section, and
the wearing article is formed. [0014] Wth this manufacturing equi pnent of
a mearingoatuhubes BElfheomm&ésedaspﬁbnﬁuely performat |east one of the

above- ne t processes that,_are necessary for nuf acturi ng of the
wear i ng prﬁ@ﬁﬁB e%ﬂlﬁ dF%opgﬁélﬁiﬁaﬁFé Bng 'geﬁgaﬁ§mﬁﬁ%? Wi thin
the sizetrandgos@ihhatntheagnitencantbg pespeet) v%ytﬁg@omdﬁhmet Nod

contai ner according'to the JIS 30 or 1SO st andar d. [ 0015] Accordingly, when

t he uni t§0aﬁéltﬂaﬁ§pod@éHCthﬁ héhsontraniépctantngr ee@aoineddt of athéctory
place in gglggs%kggg nCag Pfé é@ processes to be perforned by the

unlts can orne hout assenbling devices 35 in the
units andOpeDﬂOIm1sgchhe p@aufaonuaanSEQBmpmenﬂ Jﬁeaeheee;ngtamslp05$|ble
to shorten a construction tinme for the manufacturing equi pment

wearing artiéFe. PBBSPHRRLE pditite 5€thHPPHﬁ§EB?¥Eﬁbe5qﬁép agﬁéF €the
uni ts thepsel,Mes can eff|C|entIy be assenbl ed in a dedi cated nachi ne
factory 5 with dedicated tools and the like. Therefore, it is possible to
shorten a toeal Tewsthardt-imedn-bedy-dorrhsgmmiftact izt ng cdqai piﬁkm\t fotsthe

0016] F h d h f o
rﬁgréggo% teIﬁlrec? A ]fbg&% eula:e %fhggFﬁrgf dlrgctld%§50 %BHnlts

the hal f pgagphet &topgoductloh tdierawardmgaatt ile lsscbﬁansémeﬁedmbabween
the units is longer than the first direction. Therefore, while securing
wi de spa€@§tilﬁuPH§ dBcbAE Al PECHTBRACTHP N ardlfhditi defimsed hemSOatigreusand

the I'k_eb'oﬁgt hefumth% ébgekﬁénte%bﬂofbé&f R G ng_neqwerre@&ow the
15 wearing article can be shortened in th irst direction in which

hal f - conplietetiipnedaotl of the wearing article |s transferred betmeen the
uni t As a resul.t .t hereo SS rea e the.tr ing
accuf%cy of ?héoﬁQFPSCBHﬁLeFéﬁtp?o %t£§?e? e nanu Lﬁ%%ﬁfltﬁgﬁéﬁe% ©
whol e; 2@Qathergbytr thetwear dng ﬂﬁé|£E§3mma\apmoma§edwnemelaccur ately.
[0017] In such a manufacturing equi pnent of a wearing article, it is

preferabl e that thet iR TR Ite A ToneOPai #5 oft Nt Fe ftltSs %ﬁnﬁgCFﬁ§lBPﬁPéllty

of unitsypophe babhycomph etethpr Qiudd Qo Negari 89 aktdcdéa | shansherred
by continuously exgendlng t he

absorbent-main-body-forming unit to the Jjoining unit and
20 transferred to the joining unit, and |
in the extended portion, a weight of the absorbent main
body is supported by only tension of the absorbent main body.
[0021] With this manufacturing equipment of a wearing article,
it is possible to reduce the accuracy requirement for the
25 position adjustment between the absorbent-main-body-forming
unit and fhe joining unit. This i1s for the following reason.
When manufacturing the wearing article, the continuous body of
the absorbent main body is extended between the units, and
thereby the absorbent main body 1is transferred from the
30 absorbent-main-body-forming unit to the joining unit.
Therefore, even 1f there 1is some mismatch of the position
adjustment between these units, the mismatch is absorbed due to
flexible deformation of the continuous body of the absorbent
main body. |

35 [0022] Besides, it is possible to omit a belt conveyor for



25 hal f-conpl eted product between the pair of units and transporting the.
hal f - conpl eted product. [0018] Wth this manufacturing equi pnent of a
wearing article, it is possible to reduge the accuracy requirenent for the
position adjustnment between at |east a pair of the units. This 30 is for

t he fol | eawangpoeasan. tifenabaotbact unang tdwiweasd nghatt ittlee, niriger of

hal f - conpl et ed product is continuously extended between the units,

) . and
t her eby tR@SkaALHERENpABY 2ECHr dfucttiSs” FRANSPEFHEU Bet SREPRIHE umftsﬁge

Theref or g, gveR Li-tiReLechs SQNMB-i SR ch of the position adjustnment
bet ween these units, 35 the msmatch is absorbed due to flexible

def or mat i [@W23f] Thesu8hcenmanudasthalihgcenplipredt ppédactvearfogl9rtBesiedes,
it is_possible to omt bel t, conveyor for .transporting the half- et ed
To_that CERGCHEber O1 Conei { HBALBEOREL) ofS THI Nl AEE0P LR

produét, i tuent vices” of manuf act ur i ng
equi prentim@fludee 5 wearing article can be reduced. [0020] In such a

manuf acturing equi pment of a wearing article, it is preferable _that the
manuf act ur i ngle R ERN FadYershirRd PGded idn Hitlor BRARS Frai ASb R VESHFERY
unit that. . j;0j h jr ' [ h

19 N$1t1N8 Hd THe ot ethe >Therq QN AMsCR R Ribakabihy 8bathec
absorben%ntgéles placeéﬁgiong a ?%gﬁfdirecgggh gnd t he sgcond shee? menber
cont i nuous dertthe fplhiawhdinethieomloanditbatiéorom the Tiorntt mices bedpeat the
absor bent nai.n body.conh%n??us in the flow direction, and 15a joining unit

n

t hat 1} oi FEHEUHEF 181 & BNt FEOET Y t'HE WISt - bel t section and the

absorbent nain bedy,rmhar eifeet membekhenabsordienthdreipsbosynt sbbaya ist at e
of a continuous body along the flow direction, and is extended fromthe

absor bentlsie Bedyftemaasy hfim the 1HeS R g e Ehardngo i dngPered to
the JO'r"é%%&f@éht—ﬁ@%n—body~forming unit and transferred to  the

absorbent-main-body-forming unit, and

15 in the extended portion, weights of the absorbent body
and the first sheet member are supported by only tension of the
first sheet member.

[0024] With this manufacturing equipment of a wearing article,
it is possible to reduce the accuracy requirement £for the

20 position adjustment between the absorbent-body-shaping unit and
the absorbent-main-body-forming wunit. This 1s for. the
following reason. When manufacturing the wearing article, the
first sheet member is extended between the units, and thereby
the absorbent body is transferred together with the first sheet

25 member from the absorbent-body-shaping unit to the absorbent-
main~body;forming unit. Therefore, even if there 1is some
mismatch of the position adjustment between these units, the
mismatch is absorbed due to flexible deformation of the first
sheet member.

30 [0025] Besides, it 1s possible to omit a belt conVeyor for
transporting the first sheet member on which.the absorbent body
is placed, so that the number of constituent devices of the
manufacturing equipment of the wearing article can be reduced.
[0026] In such a manufacturing equipment of a wearing article,

35 it is preferable that the manufacturing equipment further



in the extended portion, a weight of the absorbent main body is supported
by only tension of the absorbent main body. [0021] Wth this manufacturing:
equi pnent of a wearing article, it is possible to reduce the accuracy
requi renent for the 25 position adjustnent between the
absor bentineaudebody-formng unit and the joining unit. This is for the
foll ow ng reason.. When manufacturing, the wearing article, the continuous
body of the ébéﬁpﬂﬁﬁﬂZﬁgrﬁuﬂBdﬁrPng%?%nHE&%b erPHHE Ui s, 2 and®ther eby
the absonheat ;MBHN2RQAYrbutéansdergied, rioBd Re180 wherein o
absor bent - mai n-body-formng unit to the joining unit. Therefore, even if
there is some nibAarchvetrizke mosiot iish %M@@%ﬁénﬁobéb@eéﬁSpﬁé%tuﬁpﬁlgr t he
ms chS%% ?9§359§ due to flexible deformation of the continuous body of
the absofbeR mbody. 35[0022] Besides, it is possible to omt a belt
conveyor [foor7]9%itanspost maguthetabsos begt ipmemt boflya seathaty tméinligber of
constituent devices of the manufacturing equigﬂent of the wearin rticle
PRy’ ey

can be r&dG66d. @ FBOBTLIRC s R F&Ruf K€t u prfeht Jof M4t gﬁ'ng

artiC|e1e%c%ﬁl%ﬁtpﬁgﬁgiﬁggeofhﬁétéf%éﬂ?UHJQﬁﬂﬂk%@@.eqUipnent further
i ncl udes an absorbent-body-shaping unit that shapes the pulverized

pul p i nt d00BE]absosbent abodyufantupliagesathpmabsopbent wisedyndt agtdedeai n
pitch .in.the.flow directjon an the first sheet penber 10 in in the
o0 rdi: 5h, HREFEFFPLE" Al NEdle T RpRRRELRPRERS (el Rl h YTk

flo irs nenbero Ich™t ‘
absor benti nkodyess pl aced is extended fromthe absorbent-body-shapi ng unit
to the absorbent-main-body-formng unit and transferred to the

absor bent - maPA- bbaYe FBef AgS UMF R IUENP TSI e EREEndeRR portihCSiki Ght s of
the absorhent QQ@Xt@ngﬁgﬁﬁcF ggt ﬁQ%%lﬁe@P&ﬁer?{ HSURPY &d thY aNlsyek@nsi on
sh er. [0 4? Wt f

of the first eet ne thi s manufacturing equi pnrent of a
wear i ng artibelre, wheresnpossi bl e to reduce the accuracy requirenent for the
20 position adjustnent between the absorhent-body-shaping unit and th
2bsof bent - mai n- bBAy FGFRTRG GhCt PEPRLS Ui & of the Torf ok ng 1*EATon"

OW ng reason. en
manuf act Woldyg khenyearh&g ardiw clEirddia dn,r shngheets nepheidds exteendete

between the units, and thereby the absorbent body is transferred together
wi th the ifitesmeshate-PEofeRbePr PHow the Whdor benttody C4RAPF ng i t 3R6 t he
absorbenggghgfggggafankﬂg Egiﬁinghgﬁfgpre,_even if there i's some msnatch
of the position adjustnment between these units, the msmatch is absorbed
due to flexibl eidefdrava¢koandédt berftiest sheetighinbef. tB[ GoUBirmBesiades, it
s p?SSi?h%d%%tonEg asESﬁér%é@V%¥€r<ﬁlﬁz tension of the intermediate

product, and

in the joining unit, the belt element is produced from

the intermediate product.

[0029] With this manufacturing equipment of a wearing article,

25 it 1s possible to reduce the accuracy requirement for the
positién adjustment between the intermediate-product-producing
unit and the joining unit. This is for the following reason.
When manufacturing the wearing article, the continuous body of
the intermediate product 1is extended between the units, and

30 thereby the intermediate product is transferred the
intermediate-product-producing unit to‘ the Jjoining unit.
Therefore, even if there 1is some mismatch of the position
adjustment between these units, the mismatch is absorbed due to

flexible deformation of the continuous body of the intermediate

35 product.



transporting the first sheet nmenber on which the absorbent body is placed,

so that the nunber of constituent devices of the manufacturing equi pnment of
the wearing article can be reduced. [0026] In such a manufacturing

equi pnent of a wearing article, 35 it is preferable that the manufacturing
equi pnentf 00801 ersiddd,i nctudies possabpal ver i aetlt pul pbpi oducinvg yomi t £ohat

pul veri zes a sheet-like pulp and produces the pulverjzed pulp, erei ,
the pul vEFRZEROPLFPRYi $P8uppthsddas-atve (BEnt§%oBb3%sﬁ§&|ﬂf H.O€0027]

Wth thi 8oABpufaehur i oy &BH PRENt ok anuBarhPBuAIdd Clyuiphee aosheehel i ke
pul p can be delivered as a material, excellent handling of materials is
achi evedwearig028}ithe sterh ke megvbiferst-uri ng equi prent of a wearing article,

10 it is rabl e that the nuf act uring. equi t_fur i

an | 1 or AEAFAL Ghbr B2 progBEr G by ERat T EEee s hEhy nBG SPES.
product eh tdwe bebinelenmenttbased asotht Bhad ssheebnperdferthavhebebnbdhbt he
internmediate product is in a state of a continuous body along the fl ow

|
directi off21&n eﬂg BRY ePigeld ??oﬁ?%%%ﬁiﬁ?éﬁﬁi&ﬁﬁﬁefﬁfﬁﬁﬁ$v-EPSdﬁEFﬂﬁbﬁ%Ft to
t he 10'”hQQnU%bhya@QﬁEﬁgﬁéiﬁmﬁﬁqx}Qsé¢@%i g didinuous body of Nthbe

extended portion; a weight of the internmediate 20 product is supported by
only tensbenrbénthemknner bedivat énprodact ceahdin lengthi nivhethei nfhgwunit,
t he P@Lt eIenEnt is produced fromthe internmedi ate product. [0029] Wth

t hi s-hanGf5EEhFPRg equi pment of a wearing article, 25 it is possible to

reduce thepagguracyucieddi nefenkctarithecpasphéon adj uskeeninhebweenlthe
i nt er medi at e- product -producing unit and the joining unit. This is for the
fol | owi ngtréasprciphehleeidtact uring the wearing article, the continuous

body of the %ngﬁggggaﬁgvgrgﬁggg gégﬁgggyy%e%agsgrﬁgg the units, and 30

thereby the Internediate product is transferre _
i nt er medi at eaproductitpeotdudengceniotf te@dhheof dile ngniurs tis Thexed ot e, arden i f

there is some msmatch of the position adjustnent between these uni t he
nisn%ﬁchSnggﬁg%abe%ydugh?oh??g§ib?%F%EﬁQ) %n 6 (Hhé c88€?nu8gs %%Sy of
the intecprdtatgedd Qeodust .

[0033] With this manufacturing equipment of a wearing article,

the units can be moved surely on a unit basis.

[0034] In such a manufacturing equipment of a wearing article,

20 it is preferable that

the base is a level plate member,

the constituent device of each of the units is fixed on the
plate member corresponding to the unit of the constituent
device.

25 [0035] With this manufacturing equipment of a wearing article,
since the base is the level plate member, it is easier to
arrange constituent devices of the units.

[0036] Further, since it 1is possible to position lower the
height of a processing position of each unit, the processihg

30 accuracy of the unit can be increased. The details are as
follows. Generally, to increase the positioning accuracy of
objects positioned in a low place 1is easier than in a high
place. Here, the constituent device 1is directly placed and
fixed on a top face of the above-mentioned plate member.

35 Accordingly, the processing position (pass-line) of the



11 [0030] Besides, it is possible to omt a belt conveyor for transporting
the intermedi ate product, so that the nunmber of constituent devices of the
manuf acturing equi prent of the wearing @rticle can be reduced. 5[0031] In
such a manufacturing equi pnent of a wearing article, in the joining unit,

the both ejihisieaidrans defvittke apsor bent paBH 1oAY NBYwEAch e 1duel negdithg one
belt elenent, the absorbent nmain body Bel ng forned by severing the

cont i NUOUEITISSRA G W H@%so@‘b@ntaﬁaﬁn p@@myonnp@saté@n@@ hAoWeRgthann tihige
flow 10 dérroeccetésQ& e%gg?a?hat Uf actyring equipent, of k?eé’éﬁn%“ ng

article, IS pr e un| ‘have %hEI r ‘réspettive base,

a consti tp.[E’Elbd&Nlt@E iofcreaclke ahet beourstsniysattxesdcy mﬁrtdmlS:cﬂﬁppﬂMe@ﬁ b

t he base corresponding to the unit of the constituent device. [0033] Wth
this Lffeé’c]tci?rl ng equi pment of a wearing article, the units can be noved

surely on@ami Fubasks, sincd 0@34LohBrsdgine mManufact Ubhngheqwpmnt of a
wearing article, 20 it is preferable that the base is a |l evel plate nénber,

t he constihamast eevicdopf eaeh of the wiate imerieted ©h iLheppbatblaerdser

correspon dﬂ g Lo t(peeC unllotr ocflotnhe Oc%ons,él tuenrtocdeesvsl .ce. 25 00:’3%]), thh tr?ll S
manuf act uri ng eqw pnen a Wwearing art che, Since t e Base”i s thetl Svel
pl at e mererstiidudns e@éV.ﬁéeI 0 taer adSIQEeED@ﬁ&ﬁi[dienbeﬁiﬁgl ceseafy the widus:
[0036] Further, since it is possible to position |ower the height of a

proceéSsi Mg'Posi§ ofoBs LB unfevighelpr é@@ggrﬁ@de,EYa@CmOa&@léﬁdt RN t
can be Iwaex%ﬁed medegﬁeb§f§e§1§§ fall opys; Ceperahl YoodiQ | BgEEERE the

pOSI tioni Nng accuracy of
panel Dboard stands upright vertically and is provided on a

foundation. The panel board supports the constituent device at
one end of the device on a vertical plane of the panel board.

15 However, in this system, a weight of the constituent device
makes the panel board curve considerably, and it dis difficult
to maintain the positioning accuracy of the constituent device.
As a result, the processing accuracy of the constituent device
deteriorates. In this regard, if the constituent device is

20 placed on the top face of the plate member, it is‘possible to
inhibit deformation of the plate member, and to prevent
deterioiation of the processing accuracy of the constituent
device by increasing the positioning accuracy of the
constituent device. |

25 [0038] In such a manufacturing equipment of a wearing article,
it is preferable that A

among the units, units adjacent to each other are connected
by a connecting member that is between bases of the adjacent
units.

30 [0039] With this manufacturing eqﬁipment of a wearing article,
it is possible to maintain in the long term positional
relationship between the units after the position adjustment
without iﬁstalling and fixing each unit on a foundation of the
factory place by an anchoring member such as an anchor bolt.

35



objects positioned in a low place is easier than in a high place.Here, the
constituent device is directly placed and fixed on a top face of the
above-nentioned plate member. 35 Accordisngly, the processing position
(pass-line)of the 12 constituent device can be positioned | ower wthout

usi ng unnecegsdhbyqh8gSwest Engahr@i PoL ti anPpositioned |ower than the
processi ng position (pass-linhe). As a result, it becones possible to

i ncr ease [t0Rd Opr Beeski ngthecurcaeyighrehéosonstii t ventwsdewd cearfooby] 1

Further, sin sti.tuent device n be directl C a face of
t he pl at énsar%l% gr%u%f%@ iRJslttglosasiIﬂ?%ufaoCtgfrelvn&te%le%%ﬁ%r gfoﬁgogﬂ?hgt’rgggggssi ng
accur acy esbodi@ecaanstsi deeriridedi ce Thehacdetieyi arattda betivgal iskekyltiedoccur

10 when the constituent device is supported by a so-call ed panel_ board.
More 3pediifPedl Iy, ihlthi s panél BSEEREyIeeietn®ipddd BRI standds

upright vertihcal] yrand {s IEB_QVid%geQ“ 18 fpundation. e panet Beard on
supports the constituent device at one end of the device on a vertical
pl ane of whhehpanetobsar dpedbndodeveerd, a npahi sosydegmopenimigghtS of St hee

constituent devi kes th anel .board curve caqgnsiderably, ;and. it is
GTTT cul S oFBo HO8 ALERE post APONIRG Bocth SPort THeTo ol deht bevfce.
As a resulppl ithe thr QGRS Srdd chC O acWwelfrdr)e eenst itauent-bdevi gection 20
deteriorates. In this regard, if the constituent device is 20 placed on the
top $@ce foF thie phat ehfenBetsti ofi stippsypprert yiithhimviederor Hati ¥aist t he
plate menher,qand to prevent deterioration of the processing accuracy of
the constituent device by increasing the positioning accuracy of the

consti tud04dévite. 25[ 0938 phasuch eaw nahofacg uri ngtagri pmenthiofh ativear i ng
article, jit is preferable th anong_t he. uni uni, t dj acent .to_each
other ar &iEBhect ot byBEOEHNIeet iy maHBRr= WAL FRe besicenbbAGes 6F 1ohe

adj acent 2uni tst  30[RRIAY W thhdH stRaNuUhactubeng equipaaNt2®f apuveathag
article, it is possible to naintain in the |ong term positional ,

r el at P onSAAE Shefwee v erie runilg caft e lithe lsasinti 64 88j astmopt WicRogide

et R BTSRRI 99 5 sk ien 9lakle TA eRLoPgeRa o
state, the diaper 1 is formed with both end sections 10a, 10b
of the absorbent main body 10 in a longitudinal direction
adhering to a pair of the belt elements 23,'25 in such a manner

20 as to extend between the pair of belt elements 23, 25 lined up
in parallel having a certain space therebetween; an external
shape of the diaper 1 is substantially H-shaped when viewed
from above. Note that, the belt element 23, one of the belt
elements, 1s a belt element on a front face side, and the belt

25 element 25, the other of the belt elements, is a belt element
on a back face side.

[0042] As well as the absorbent main body 10 is folded in two
using its central section in the longitudinal direction as a
folding position Pb, the belt elements 23, 25 opposing each

30 other with the absorbent main body 10 being folded in two are
welded and joined at both .end sections 23s, 25s to be in
contact with wearer’s sides. Then, these belt elements 23, 25
are connected in a ring, to form the waist-belt section 20.
Thereby, as shown in FIG. 1, while a torso opening 3 is formed,

35 ends of the waist-belt section 20 and the absorbent main body



13 === Regarding Wearing Article 1 === [0040] First, the configuration of a
wearing article 1 manufactured with a manufacturing equi pnent 30 of the
present enbodi nent is described. The ring article 1 is a so-called 5
diaper 1. FIG 1 is a perspective viewof the diaper 1. As shown in FIG 1,

the diaper 4has a8 @ﬁlr%%QiBfﬁnE§rﬁBa\9§eOﬁai’@i&f‘ Bed UreRieRenisNgs3 asd a

pair of leg openings 5 5 are fornmed; the diaper 1 includes an absorbent

mai n bodyel@nt katshiepeappl ederpanhe. crotch of a wearer, and a wai st-belt

section for tie up,.the waist. . of the arer W th .cover,i h ist
around. [2[%(9}1;%]] %‘@ fﬁjstéepl%or{ls\%’lletﬁe ovx?il\%m%ns atog it?lnev\hfjé%g?%eeldygﬁer 1
i s openediddcatipeyy sepawati ng the wai st-belt section 20, at a position where
t he wai st-belt section 20 abuts the 15 sides of a wearer, into a belt

el eneAt 23 on a front face side and a belt elenent 25 on a back face side. -

In this qpened state. hAedgaper1d iss.formed with both end sections 10a,.
10b of the a sgrbent nainnbody910 in a longitudinal direction adhering to a

pai r of tH&4ddl FIel efdntis 23¢cr25sisesutdnal maravert@@Eras tamgextliénd Idetineen

the pair of belt e 23,_25 lined up in_parallel  havi a certai

space théﬁﬁbeﬁ%ﬁen%ﬁgﬁniit%?nﬁlCgﬁﬁieﬁ%ﬁéaqﬂ? i%ﬁﬁﬁﬁif%§§ Eﬁ%Eﬁaﬁﬁﬁaﬁﬁg

H shaped jwhenavi ewed shbaingberey Neteabdathedthendiel thogkenment 23, one of the
belt elenents, is a belt elenment on a front face side, and the belt 25

el emeAt 29045 elst IFdowst ihe FISI-t 2 efBAt fbgorbenie|naigl ehedY Y alback

face Sid%ﬂﬂkggé%ha gMEkEcﬁgnégg,aqgg&pe t gFf on¥ilg i%h&?%qed I, ;WO

using its central Sséction In e | ongi t udi na fection as a folding
posi ti on éBzorideatbehtiiel ebedy s 123, 25 opposnngireadtiG30 &t hernaidded hen

absorbent main body 1Q bejing folded in two are lLded and joi ned. at both
end secti%ﬂﬁ????@% 2@98¥0 ?%SSSﬁﬁﬁgt]%¥£H“&e£igﬁgsf§i S%STHéﬂ%n?heé% |
bel t el enBitrs 23,512 @AMgeRNers edotdrand i ABe hBsbobEME hBowai 31 - Bebh a
section 20. Thereby, as shown in FIG 1, while a torso opening 3 is forned,

35 ehfls ofidehechpisttpeeasest Posk2D, amdct e kdslor beae ?ﬁtbﬁéﬁber 15
covering the absorbent body 11 from an opposite side in the

surface sheet member 12 and serving as an exterior of the
diaper 1.
[0046] The absorbent body 11 is obtained by shaping pulverized
20 pulp contéining superabsorbent polymer, eté. into a substantial
shape of sandglass, a center in the longitudinal direction is
narrowed, as shown in FIG. 2.
[0047] The surface sheet member 12 is a member having two-layer
structure; in which a sheet of rectangular tissue paper 13 and
25 a rectangular fluid-permeable nonwoven fabric 14 having a width
slightly wider than the tissue paper 13 superpose and are
affixed to each other with hot-melt adhesive. The absorbent
body 11 abuts on and is affixed with hot-melt adhesive to, a
surface of the surface sheet member 12 on a side closer to the
30 tissue paper 13. Both end sectioné of the surface sheet member
12 in the width direction are folded toward a side closer to
the absorbent body 11, and thereby both end sections of the
absorbent body 11 in the width direction are covered throughout
longitudinal direction.

35 [0048] The back face sheet member 15 is, for example, a member



14 10 in a width direction fornms the pair of |leg openings 5, 5 to be in a
shape of underpants. [0043] Each of the constituent elenents of the diaper
1 is described below. 5 "< Absorbent Misn Body 10 >" [0044] FIG 3Ais a
cross-sectional view taken alongin FIG 2. FIG 3B is a cross-sectional

vi ew t akenRvahengti;B-Fh{er 3t shom g only thecabser bestt amjul hody1484-
10[ 0045] As shown in FIG 2, the absorbent nmain body 10 is a substantially
rect angl émpeirgeaklst diggkags-areAsdl 6hEhics 1absersent meiliyehodyero; &5Cshown
in FIG i ncl o] d .abser bi.ng ily. i S
urine, - a 0 rhcb Sralp Benp v el Kbk R A KL PR
side cl osedea weharar' shiki nlecataha-fack f ateecshett nenberpds cawer i aget he

absorpent baody 11 from an opposite side in the surface sheet nber 12 and
serving &< fareextiét i 8rchy oth L yivapdr ot msdde] 2 Wiisor bCRE g‘%&?r%f“i’%s

obt ai ned yjyshapi fgu Pyl ¥gr haed 120 Pt P LONY AN NG SHPRF abgee berd pel yaer,
etc. into a substantial shape of sandglass, a center in the |ongitudinal
di r ect i osvird agar radweldh e alsasho®acen skeet Membeg04dd] ofhea satfacelshest teenber

12 is a menber having 130 | ayer stydcture, Lnowhich asheet, of fagt angul ar
ti ssue paper T and a rectangular’ fluid-perneable nonwovén fabric 14
havi ng a swicdtibns| | ghit | yhwai desickt hafadde shiessuempaper 185 super poge andtar e
af fi xed tg each other with hot-nelt adhesive, The absorbent body 11 abuts
on ahll i SiFErtied irehtRofefrefPWadtesi vede ot B XUrTAdE ORRIELSHT ROEYsheet

menber 1%J9n §n§iQ§m§|Q§@ﬁ %ﬂdth§ections 15s, 15s cover the both end

sections of the surface sheet member 12 in the width direction
throughout the longitudinal direction and are affixed to the
surface sheet member 12 with hot-melt adhesive. Thereby, the
15 absorbent body 11 is held by the back face sheet member 15 and
the surface sheet member 12 with being sandwiched between these
sheet members 15, 12.
[0049] Rubber threads 18, 19 respectively adhere to and are
fixed on the end sections 15s, 15s in the width direction and
20 folding-line portions 15p, 15p of the back face sheet member
15, along the longitudinal direction with  stretching.
Therefore, on each of the leg openings 5, 5 of the diaper 1, a
pair of around-leg gather sections are forﬁed inside and
outside_ih the width direction.
25
<<< Waist-belt Section 20 >>>
- [0050] FiG. 4 is a perspective view for illustrating the belt
elements 23, 25 of the waist-belt section 20, and indicates an
external shape line of the absorbent main body 10 with double-
30 dotted chained line.
[0051] As shown in FIGS. 1, 2, and 4, the waist-belt section 20
includes the belt element 23 that is on the front face side‘and
covers a side close to wearer’s abdomen, and the belt element
25 that is on the back face side and covers a side close to

35 wearer’s back. These belt elements 23, 25 are welded and



30 tissue paper 13. Both end sections of the surface sheet nenber 12 in the
width direction are folded toward a side closer to the absorbent body 11,
and thereby both end sections of the a?%orbent body 12 in the width
direction are covered throughout |ongitudinal direction. 350048] The back
face sheebipeAbest 1243, £er examleq arﬂ&HPe%ec%§oﬂ%V'@QstWQEEaYQBere
structure, in which a rectangular fluid-inperneable | eakage-proof sheet 16
made of W@By@ﬁhvleﬁek%et@butandxa téetaﬁ@uiabehbnwaEMHﬁaer&,125haarag a
wi dth sli wi,der an this | eaka roof .she t 16 se and are 5
af fi xed t% eagﬁegtﬁer %%ghof ng? gﬁ% YEVSan o aﬁ?ﬁ%ﬁg oﬁ@ T%Oﬁﬂuts
on and i snaffcxed.with hot nelt adhesive to, a surface of the back face
sheet nenber 15 on a side closer to the | eakage-proof sheet 16. In addition

t her et o, [B8PR] el %%QWWC&% ISFC t He bakk Fade dhedemeaiser 3152Pnatfe™@f@t h 10

di rec“OBfaraerte%ltgﬁguiQWﬁgn@o§égeE§ﬂ>§§@r 4y thesah: rﬂ%t Egﬂ)ém]:lthégd the

both end sections 1 5s cover t ot’h end sectl ns 0 e surface sheet
menber 12si dotllidedniidt v rnecitriore t benugthouf the hongoVuM|ﬁabanrenttbe and

ffi h f he wi t.h | t . adhes by,
The 15 abentBont BBAY 41 16 nel d BYOLRE B 7480 Bhoct hoMBarts ¥ndit ho”

surface shpet Bgmhg 12ewstBnbehRag ssafrdweehedabekwpenpbheseashbeatameabers
15, 12. [0049£ er threads 18, 19 respectively adhere to and are fixed

on tHe eRd sebbPanshisads 188 arethel drdtandifiea oﬁtéh@tznr@tfshpagnglpng_e
porti ons 1%@%&%51%*‘%3%10 c& shesty ”‘8@’0% elac: 00 {18 J ong] tﬁg' 2?'

direction stretching ere ore on each of eg openings 5

the di apéthg, wadmalm;mbcanoun©¢ldgmgathgnﬂsebkjon%ha$egimemedhe96|Heland
out si de | the wid direction. 25 <<< Wi st-belt Section 20 >>> ]
Ple 41 ElshBEr Sch it vt e TR s PEAPE R the ol (111 e@REA 98

the wai stibebtisact tea: 205, and dmyliwaiies Arextiehnalk shapgibpse of the
absorbent main body 10 with double- 30 dotted chained |line. [0051] As

show’in FIGS. 1, 2, and 4, the waist-belt section 20 includes the belt

el ement 23 tﬂéﬁukﬁc@gri&g ﬁb%l]?ﬂ%m AP %v&%ql ﬁvﬁﬁlé‘%éi ge=§l ose to

wear er's abdonen enment I's on t ack face side and
covers al8Dde] ciDs®. t ®Z35 amehr 1B s dyack.TEhese sbeldf eltdrentsn23ac2brang
wel ded aegulpment 30 of the diaper 1 as the wearing article 1. FIG. 5A
shows its plan view, and FIG. 5B shows a view taken along line
20 B-B in FIG. 5A as viewed from the arrow side. Hereinafter, as
shown in FIG. b5A, a width direction of the manufacturing
equipment 30 is referred to as a CD direction, a direction
perpendicular to the CD direction is referred to as an MD
direction. Here, as shown in FIG. SB, the MD direction means
25 any direction in a plane defined by an up-and-down direction
and a fore-and-aft direction that is horizontal . and
perpendicular to the CD direction; that 1is, the fore-and-aft
direction and the up-and-down direction are each one of the MD
directions. Also, regardless of the MD direction or the CD
30 direction, there are cases in which expressions upstream and
downstream are used for a direction in which a half-completed
product of the diaper 1, such as the surface sheet member 12
and the back face sheet member 15, flows.

[0054] Incidentally, in the CD direction, a line center LC is

35 set that indicates a reference position of the manufacturing



16 joined at each of left and right sections 23s, 25s where wearer's sides
abut, so that the belt elenents 23, 25 are connected in aring, to formthe
wai st -belt section 20 as shown in FIG ;L. 5[0052] As shown in FIG 4, all
of belt elenments 23, 25 are made of a rectangul ar nonwoven fabric, and a

strip-li I‘é@;[u%lpﬁl@%@t ghatihs fiol ded dun twardskhgna centigr ofaltrhecnpnwexen
fabric inthe width direction as a foldi ngegosmlon Pc and wel ded with
super posipFgduBdtweeh the slirdrfgeslt Matindiyper bose, davpsbradnt yn10tsd Mibber

t hr eads re.wel ded d fixed w st retchi,n I o] Lpa

directi o%ﬁggcgéc gﬁ ttﬁ]e% bile ee(fge\ﬁrr%n s]t‘éB,ggg ?Fgeg\?\ngagﬁggfﬁrg%??}c}ﬁ ISPet he
di aper 1l)prothissegi,ves bbesempettee! premict 27 2hestiepehi fig properties in
its longitudinal direction, that is, in the width direction of the diaper

1. 15°==2Obrrds 48t uPPAY R EqdPpmERES30 off WA ngBar t i1 1 MU IaCHHE3PIF G,

5A and 5B@aren-ayoui$ 9folhec fRpUbaciidddng8@4bREBNi39ef fherdbapenyl as
the wearing article 1." FIG 5A shows its plan view, and FIG 5B shows a

vi ew t akentalrdngd linef R0l Frl i préd @t pAuAsNYi ewsdeetomanie rar$ow s@dea
Hereinafter, as s in Fl 5A, -a wi,dth directi f_the nuf ri_ng
equi prrentnoélaoivs?nr gfa\é\?rrlé:d Ef”(ﬁ.’)éia'%1 QU&B dslhreeerc%t iaosn,gamg%g%: #bnarggr %&%ﬁp@&ﬁar to
the CD difrieet m@n tissunef epred3t ovas and My di rection. Here, as shown in FIG
5B, the MD direction neans 25 any direction in_a plane defined by an

up- ah@d- dOWY o&ilr &et i Bremd W ¥er end- ¥t dir eBPi ontRhatt 3L NEMZ oRE G tand

per pendi %g]ogrests% ther £O,ALESERLEN: ot Rl diS, pidiedOr 87 and aht HireGhien and
t he up-and-down gl rection are each one of the MD directions. "Al so,
regar dl egsilef itsheshWPedi riedtd dgrheorakisverb@D t3®odiyr 6441 @n,setdeerde paoeesasés i n

whi ch expressigns upstream and downstream are.used for a direction dn which
a hal f - cd) ICZ‘t gg“epr%ﬂ'ﬁocrt Gttt %%@Ee%sl,saé‘&&’ﬁcﬁégt ﬁst‘sqﬁﬁlaécgleshsél tfjarcrgnber
12 and t heckackméacer sheet anengie 1backl ofsce sheebO0QBHbdmcidentaldya in

the CD direction, a line center LCis 35 set that indicates a reference
posi 1P on CONtEREORENUIEE uPfng-her72kgarbreht ™36 Pahe wdthd dfPEREFonaThe

hal f - compheted product snofnthg diapersd gebaly &4 ovse dawnstaieamdwn bhe MO
direction on the line center LC, and are processed during the processes, to
be conpl ébedcpnediuttsing titiee divaget-bels] 0056Fids SHowaren FIGBICEA ard

513, this manufacturing equipnent .30 produces the above-nenti oned di aper 1,
rom rawtsuealt art e P nhenel TEPodi Al Rl EE D o s caD IR
nonwoven rfadbr i So@pd 1@ pu p ssheekdasard meher i &bsomsecht nehudesddwelniitss U,

2, 88’ %ﬁbd%%%ngEi fifth process in which the pair of belt elements
23, 25 1is affixed to both end sections 10a, 10b of the ‘
absorbent main body 10; a sixth process in which the absorbent
main body 10 is folded in two and the pair of belt elements 23,
25 superpdse; a seventh process in which the superposing belt

25 elements .23, 25 are Jjoined at intervals at a to-be-joined
portion and the waist-belt section 20 is produced; and an
eighth process in which severing is performed corresponding to
the to-be-joined portion at évery waist-belt section 20 to form
the diaper 1. The first process is performed in the unit U2,

30 the second process 1is performed in the wunit U3, the third
process 1is performed in the unit U5, and the remaining fourth
process to the eighth process are performed in the unit U4.
[0057] More specifically, as the ébove—mentioned five units Ul,

U2, ... U5, the manufacturing equipment 30 includes: (1) a

35 pulverized-pulp-producing unit Ul that pulverizes a pulp sheet



10[0056] In these units U, 02, ... U5, the follow ng eight processes are
performed: a first process in which pulverized pulp is shaped into the
absorbent body 11; a second process in 1¥§3i ch the absorbent body 11 is
sandwi ched between the surface sheet menmber 12 and the back face sheet
menber 1 1%iﬁyﬂ}&'m he ab b I 0

f or med; gjlt ?lai[}gjdaké)ﬂr%%ess i'n whi clh at EIguctl-:-lzaés't %ﬂpzi% %?g%%gé%elt I(J-i?q)rrllg1 tggg23,
25 const iunitti g the twahspelselthespof veni26d apel priodur édie alfsoubemtpbodess in

whi ch t he .conti puous bo of .t he absorbent in bod 0.is _severed d the
absor bent! HaiTi bty CE> | § 20 BHERTCRd PR 1 RipPoceed il WATER the BSir of
bel t el enentds r23it 12D on ahkl xedrhecbehBeendesigst i ONS(dbare s @hqt e a
absorbent main body 10; a sixth process in which the absorbent main body 10

is foPdedlinftt wehERE t BeeEY) ofthedl t @rdenes 230 28hsupdposeregtionent h
process i i upger pasi el i | .erent 5,,23,. 25 j.0i.ned .at

i nterval s&é)}[gyae%?gnb%gp?oi ﬁ%d%po???‘gn Ofzilr1%%}?11(5:-)%\)\&i S -)befa{1 saékgsr"tol%(%dr?%zto%%éﬁ

pr oduced;bcatyd farmeinghtum igr diGeshatn ashisets séneebiang ifscpershermetember 15

corresponding to the to-be-joined portign at ever ist-belt secti 20 to
ot ho GioadesRehdini ey & Setete SHact AR A ReTte8o i "ag Hene
second pngregsréstPeRf Aedihd the fddd OBeet hewckehd PP 0GRSSyh Sciperther med

in the unit 05 and the remaining fourth process to the eighth process are
per f P mredbiseriblgatuniedys. 1L0055] Morkedpdd f seaFEpOsas t fied abivservhiconed
five unit - S 0 rij i t. .30 incl.udes: (1) a
35 pul vercl%zng “;518)%6 %)orogéfugi’fntgtﬂgmgﬁggtigghgth%g?\?%?C;hgg@pathpau pcos tég}%esl "31
and produges pDl weEirtezed qul pi4{ 2)a anoahsngbentitbody - sihapi nginnsiied)? thizat
shapes thelE%ul ve{ii ed jpujlé?g) into the absorbent body 11, and pl aces the
dIgEGY 11 &Y a) *EMLH nTPPt APIHIGE NP r BefVon bnOPhelRet f &de

absor bent

sheet menRelrkaq( ¢kl @3R@RALBAst BodySoki taE Shestnrdmel)n thaly aentiRues in
the MD direction (corresponding to a flowdirection), (3) an =
absot benttregiugbodin oy ntivg thit be3 tt Idtemsaises? I/ he? back ftace whsdt-beditber

15 (corr ing,to ) eet r). that ntin Ln the

directi o%%%%g%#lhezéur éccag%%h%gelﬁyngﬁﬁge@% n?% % ?c%gg:ﬁém%giaa o ré)r%{\é%f)cgdy 11
is placed3mp sdper pose; i@t f oei®w heagant {Tjuous bodye afied he: ahsedhent- mai n
body 10 that. continues in the MD direction; (,43 anjﬁeoi,ni ng unit 04 that ‘

fini shes AREVET Rt Ty J il Ind 1S or et tRFTIEHEdHF FF Bhcsnéd oy

severing Jshe $ONkELBUQUS] HOPYcQEnt Be 2ahs0rbent  ARi B basydfed NEgni5: praduct
units and the belt elenments 23, 25 of the waist-belt section 20 obtai ned by

procé8si rgorkespeneiredi & e apridelied s sPRRE ZH:mhfEnt | eRed beRbariahd @3 an

i nt er medi - pr ctpro [ I . hat pr o e '

products t%%%se)fggqgof@ﬁg hgﬂge%%ﬂeﬁ%ﬁgag&UQSPﬁ% gétggﬁgﬁ%géﬁ%&%%g 24 20
(corresp@sdi,n@ 5o tehathitd sheet strettbep)f as cantahepiial poand aflbans pbhet $10t 0

t he j oi ni % uni,t 04 the intermedi ate products 23m 25mthat is in a state
of a conti'"i&hdCHody al ong the MD direction. [0058] Wth this manufacturing

equi pment[0363]iwits pASSi bheuracl2hrigguegqut PReAFECBOACY tI agUigeyEaml cofc 4 he
position adjustnent between these units. Since it is possible to reduce a
ti me2Por TGSt | AECpRFIHOHYY beeRgénclsirts at &he neositine cwhststdanton, a

consLLesesbTs eag beuspr ot el mibascloms dpnenigatas

adjusting positions between units at a time of the
construction, a construction time can be shortened. The
details thereof are described as follows.

30 [0059] The surface sheet member 12 on which the absorbent body
11 shaped by the absorbent-body-shaping unit U2 is placéd is
extended from absorbent-body-shaping unit U2 to the absorbent-
main-body-forming unit U3 and transferred to the absorbent-

main-body-forming unit U3. Accordingly, even if there is some

35 mismatch of a position adjustment between these units U2, U3 in



11 shaped by the absorbent-body-shaping unit 02 is placed is extended from
absor bent - body-shaping unit 02 to the absorbent- nain-body-formng unit 03
and transferred to the absorbent- mai n-Rody-formng unit 03. Accordingly,
even if there is sonme 35 msmatch of a position adjustnent between these

units U2,cd3dmictlBconst Ha@%df%ethhengae%egﬁeﬁtngoeqytpw‘em 38t ichuwk! |
not cause a serious problem because the m smatch is absorbed due to

fl exi bl e alebermatborpoibldie berhuee sHeet mpemberhi2is [ 6D60TLEA alus nitlar
manner , Qr bent  mai.n _bo for 5 t
%1 f?% % ﬁFlOR g¥ %E% guﬂggne:QYath%@ a conflnuous body

absor bent="nai - uni't isTn a
al ong t he[ 03 (ﬁlEﬁCleﬁmu&@dIﬁ%ﬁh@ﬁﬂﬂkﬁbfﬁbﬁ@t%ﬁht main body 10 formed
absor bent - mai n-body-formng unit 03 to the | 0|nlgggun|t 04 and tran%ferred

to the j dithi e upPEoRentadtsibinglyy fogtdRdi e i'S sidhe? nPsABEcRTof a
posi ti On A ust Rt %Wgﬂoﬁc]g‘e%ﬁel@ﬁwrﬂltl%&%orp4 4y cpostLUehipg tthen

manuf act uri ng equi pnment™ 30 not cause a serious probl em because the
nlsnatchiﬂsa&ﬁsnﬂﬁedmdmelmobbUeXﬁbkmldefgnmatUéntofthhe]@@nﬂngu@mstb@dy of

the absorbent. naln ho 0061].1n a simlar mann t he, i nt er medi,

br oduct < St ety e e BhhbaPlc oo Aroanet FEFBAUSVRE it us

is in a sirde Oifs as@@@tmmyﬁgechoay al g itthenMadiuseathen pedRdehs texisended

fromthe internedi at e- product - produ0|n8 unit 05 to the joining un|t U4 and
B

t randPer et o Uhe Yloilmi renaiictcoangatker BrRGFyCtevE iSatimgea b $0sonmé
m smat ch (of) i L2 ﬁ%' L9020 Adidstprat ngmwggﬂ itk{&sa%l SN 1809 Qdhidh s

constructing the manufacturing equip : not cause a serious
problemlﬁhﬂnnhedldmaﬁﬁnnﬂkﬂijiaﬂﬁﬂﬁdnmmuﬂma tod fhexidoing idebasmiodon odf t he

~continuo bo the inte e products 23m 25m [0062] Incidentally,
t he unitgiﬁi %§§ ent U@lﬁa%gg Zbr 25 respective rectangul ar base plates

91, 92, 93)0&4 1954( %%rl@%@om@nﬁh@rtOtalepllaiteﬁMerc)e pEaehcet ©he, basa
plates 91, 92, ... 95 s, for exanple prepared by horizontal ly pIaC|ng a

st eell5r eqtrasdesr Il dihe arozaned atamp roRaCctr s TPERAEY byna*és@ﬁbrtﬁngnaa
pl ural |ty of; shaped, Stegl 5,00,8 hasdzonighoPlane, n30 Grachiat, Leyeldfop

surface each of the base plates devi ces o each the
units Dl ,ex@2nded fi3m a$soamaEemeWuehetpeo@astrmﬁedwnwmplphacéw &mdtmexed

It is p033|ble to mpye the deyices in an rated nmanner on a n| basi s.
A t hr ee- diHEHSI%on& P 1Si z8%0f 2 %échtliﬁ %%eerliﬁ%{]t 3% tc%82 JoInings %5 &t to a

si ze thatacexnthaiiRgr a¢enrdimgthertheidl Sodk I®match of a position
20 adjustment between these units U5, U4 in constructing the
manufacturing equipment 30, it will not cause a serious problem
because the mismatch is absorbed due to flexible deformation of

the continuous body of the intermediate products 23m, 25m.
[0062] Incidentally, the wunits Ul, U2, ... U5 have their
25 respective rectangular base plates 91, 92, 93, 94, 95
(corresponding to a plate member). Each of the base plates 91,
92, .. 95 is, for example, prepared by horizontally placing a
steel rectangular plate across a frame that 1is formed by
assembling a plurality of shaped steels on a horizontal plane.
30 On a flat, level top surface of each of the base plates 91, 92,
. 95, devices of each of the units Ul, U2, ... U5 associated
with the base plate are placed and fixed. It is possible to
move the devices in an infegrated manner on a unit basis. A
three-dimensional size of each of the units Ul, U2, ... U5 is

35 set to a -size that a container according to the JIS or ISO



20 standard can accomnmpdate. [0063] Accordingly, at a tinme of the
construction, each of the units U, 02, ... U5 can be noved in an
integrated manner on a unit basis and cgn be accommodated in a container as
it is. 5 Therefore, it is possible to transport the units with containers

on a uni tsRasi=sd lRanaddicbinBBgawben the units U, 02, ... 05 are transported
with containers, and are each set in a factory place in the destination,

the firstlQ4Pdi GREArPLoebesedt par fonred@thyheheopritEschionu2each of5t8gn be
10 perf orfipg d EdALely, Wd ot AsSeiild ng, deviseeddcbhe dabts anda

perform ng the pdsiti’on ‘adj ustment. ore, it is possible to shorten a
const r ucturart thaei$ oandonrstr usd | agctiheodaned ath uri ngpraguingrerds 30t [L6064]

The details are as follows.Wen constructing the 15 mapufacturing equi pnent
300 151 ottt pokine % SHDSS ST ol £y CoRPISPERE onthC ani LbAsi S1HH

advance idpit dedi:cated maght Rephagkory. 1 heq@it RENihds aseounedat ed,in
containers on a unit basis and transported to a factory place in the
destinatilh. -I-n the adesttivaaspontetheithi centhingx, and 2xrBaghe Seéachnset

in the fact | ace nd thereafter . itio dj nt. bet t he
units, a%d %rﬁ)eétl%ir e '%gﬁgrfﬁﬁm‘%}%hu%e,éttq%ﬁ%hﬂf ag?%riﬁjsg£“£é[§uitpérorer?\t&%§8hcan
subst ant ipddge e scoppirebedetin by hethavondsitd heglassepbl y. of devi ces: i bet he
units and the posjtion adjustnent has al reag%) 25 been conpleted in the

abové0memSTdmed JediEred tradhi i HattordpSeahd ' PRerEForESt HE FOSi (1o S
adj ust menf, pepueen FARUNRES I AlcMRst ahhubfdint S requiiedora, the fagtory

place. As a result, 1t is possible to greatly reduce a construction tine in
t he fact grosgildee. tdThehontes wherwed vos-tcam ef fiici éar| gobst30chssentthed in
a dedi cat ed chine factory with,dedicated tools, etc. before being
transportnéa&mg??c%élﬁtlgigngﬁg.l%?%%e?gfe, it is possible to greatly reduce a
total congtoeudt rae tdeeafly tde masuf astuswhng equhpaentoB®tructing 0@GB] The
above-nenti oned container according to the JIS or 35 |1 SO standard nmeans a
cont aPneMIPFESGHBedundEAUZEBED or 29614 £24Sbf J1'R] JapE R dust's al

St andar dsgyp fadtSQ10kNt %61%?%98&' &X 9ahi 2a11i+0nphak sSt apdag @i zatd om0 the
present enbodi nent, éach of units U, 02, ... 05is forned with a length in
t he fore-dawi-caftreddimachimn 68cRA0P. mThe hedglpmeft 2200 anpomaadaged in
containers on a unit basis and transported to a factory place
in the destination. In the destination, the units U1, U2,

20 U5 are each set in the factory place, and thereafter, the
position adjustment between the wunits, and the like 1is
performed. Thus, the manufacturing equipment 30 can
substantially be completed. In other words, the assembly of
devices in the units and the position adjustment has already

25 been completed in the above-mentioned dedicated machine
factory, and therefore the position adjustment between the
units is almost all that is required in the factory place. As
a result, it is possible to greatly reduce a construction time
in the factory place. The units themselves can efficiently be

30 assembled in a dedicated machine factory with dedicated tools,
etc. before being transported by containers. Therefore, it is
possible to greatly reduce a total construction time for the
manufacturing equipment 30.

[0065] The above-mentioned container according. to the JIS -or

35 ISO standard means a container prescribed under 721610 or 71614



5 length in the COdirection of 2750 to 4100 mm Thus, as a container, a

so-called 40 feet, high cube container (whose height is higher than that of

a common dry container) is used that cgp acconmpdate these units 01, 02,
Us. More specifically, a container is used whose interior dinensions of

10 the coit afmer (a4 ar?3R0 MuMk €eia 268banmn Righ, 8nd13302Q nrerhangonand
whose door - openi ng di nensions are 2340 nm w de x 2580 nm high; or a
cont ai nerigeniged inhoderi Mranderddzabnsnbns are tP85PIRREM dEmbREdMeR hi gh,

and 1203 | ose door - o i F i i are i X
2577 %aggﬁ O%[g%g%d %éi énit al 'I'y,r{?%sﬁ?ghg\?m%fgg pien §A,f%%%¥m gﬁ?e of -
each of tfheewantsalhk, di2ectionUnfi 196t nint) Suche agimanner22&0 anhenghél ki of
a fore-and-aft direction (correspondigg to the first directign), in which

the hal f -'C8apPet’dd PRBdGSr SFraHe Wi apler 21°Ps Hor dnkterPBd bt Ween Fheunits

I's shortelnthanea, | engidy L211Rg2046 he Ll di fegh i enkcorsespand ngyheskthe
seeond direction) perpendicular to the fore-and-aft direction. This is for

the fol | owilggtpurpdsiethan Heourehal def spacesmpn tihg CDndRieer] ons fised
o1 anoi ng eV e TELSK 23y 208, S apeously, (o shotien 2 2y,
the unitspectiffechike,ia degtuninks, itotaled angise dmttheotheiheneiand- afft
prodggt %h;r525¥5¥§grlare 2350 mm wide, 2685 mm high, and 12020 mm
long, and whose door-opening dimensions are 2340 mm wide x 2580
mm high; or a container is used whose interior dimensions are
2352 mm wide, 2691 mm high, and 12033 mm long, and whose door-
opening dimensions are 2340 mm wide x 2577 mm high.
15 [0066] Incidentally, as shown in FIG. 5A, a planar size of each
of the units Ul, U2, ... U5 is set in such a manner as a length
L1 of a fore-and-aft direction (corresponding to the first
direction), in which the half-completed product of the diaper 1
is transferred between the units is shorter‘than a length L2 in
20 the CD direction (corresponding to the second direction)
perpendicular to the fore-and-aft direction. This is for the
foilowing purpose: to secure.wide spaces in the CD direction
for arranging devices, materials, and the like in the units,
and simultaneously to shorten a total length of the
25 manufacturing equipment 30 of the diaper 1 in the fore-and-aft
direction in which the half-completed product of the diaper 1
is transferred between the units. As a result theréof;
positions of the devices provided in the unit Ul to the unit U5
become closer to each other in the fore-and-aft direction, and
30 this dincreases the relative positioning accuracy of these
devices as a whole. Therefore, it 1s possible to increase the
transferring accuracy of the half-completed product of the
manufacturing equipment 30 as a whole; thereby, the diaper 1

can be processed more accurately. "Note that the above-

35 mentioned half-completed product of the diaper 1 means the



As a result thereof, positions of the devices provided in the unit U to
the unit U5 beconme closer to each other in the fore-and-aft direction, and
30 this increases the relative positioppng accuracy of these devices as a
whol e. Therefore, it is possible to increase the transferring accuracy of
the hal f sgerBLet edcRroduGiHaf the tRautast Uihdg egudpnent 88 apsarpbate;
thereby, the diaper 1 can be processed nore accurately. Note that the
above-  3BafBntiasied. hal theorpleraddprbauEodictfe 2dlaper™ Heahset helta2
surface r , e jnuous body of the absorbent nmain body 10,
the int e%ﬁ%ﬁ%gﬁwg?bdégf ngSFr}]qg mlg%‘f the belt elenments 23, 25, or the

like. [0067k7Nnthcieddrald yly i t its iacceptaliladblichathatgt att eneigfe tdie She
construction, when units D, U2, C us gﬁe pl aceﬁ2 on_a foundatjon G of the
factory PRSEIUERECHni t€heR, WEEs Ul 13824 & wachi ndFQl I1IRF G £xed on
the foundatihen oW EhoantaRchartpgy nBIhEE , sucd asi@n ranchor, bol.t uandre

t hereby positional relationship af¥er the position adjustnment is_ maintained
in the 1@alchngnsérmleHowaviertixied he theedenindaibodi et thaagorRederigy
menber (nat,shown onnects, in _sequenc nit dj o] in
the fore SAGSAf t S)dllc ectfon §6 asar}cgm%ai ﬁ?%#tn t%régpogﬁgfg%%gl %%I%ralttgéﬁggl p
after thecpesiibhenipdphstrenhe POset sPpecadicatdant tihe redmnedniedg inemher s
a nmenber that is made of 15 a shaped steel, for exanple, and that is

i nset? ed lioRdo & igp SHBEEWEEN tife bisePpPaths FERRIEIEL 53T SPTGEGFE Po
connect hase-pl al,gst adhagent ddhdde S or enand@abhcdi r egtiiten. aBehbegndo

sections of the connecting menber in the fore-and-aft direction are fixed.
ont o t he ebase gfhatre iy tder efmineg aaad atfle diidestivhi se 20 ot MR 1Rn tERGS.

5A and 53, t.he connect.i nenhers_are provided .on eac S en
t he basepﬁlséfcéoﬁfaan]if]taﬂ%%?ggppl% eeﬁngs ffﬁ’%lﬁﬁt \/\%deﬁjst%eeg%gse p%%;ég 92
and the baseipkate193, tBegapndebeingenectiber bas e platte: 93 hand itshealbase fpl at e
94, and a gap S between the base plate 94 and the base plate 25 95. Here,
it i &85pref shapes shgela Fogr &5 l6r PRE (oRtedti AgSRERBEr $7hPe 2pPBYi ded

l'i ni ng i%e%@%eQDt%Er?%%EO%dé%%%h(%@ESEQQQTEEHrQEiQﬁﬁe&ttbscﬁ%§%EQ|%a%@'
inhibit a twist that is caused between adjacent base plates and whose axis
is in thelkoes- andiaftendi rect ide Adrer-apei-ad tcodheecedorand i adr acad by

t he 30 connecting er, the units D, U2, ... 135 becone J.n tate in
wht ch t hCERRGL STnane: HoATEs By er By S? t1g Torart o ot ReEi8h " e
connect i RGemEIRRH oS themitethadehe i Hlscr@ing andS thecdrmkebackihtid ea
state in which they can nove on a unit basis. 35[0068] ,Since the

manuf8ct @AtngSBEWR pright F36Sconph et?dd i RBr hj §he connecting members are

provided on each of a gap'S between the base plate 91 and the
base plate 92, a gap S between the base plate 92 and the Dbase
plate 93, a gap S between the base plate 93 .and the base plate
94, and a gap S between the base plate 94 and the base plate
25 95. Here, it is preferable that a plurality of the connecting
members are provided lining in the CD direction. With this
configuration, it is possible to inhibit a twist that is caused

between adjacent base plates and whose axis is in the fore-and-

aft direction. After being connected and integrated by the
30 connecting member, the units Ul, U2, ... U5 become in a state
in which they cannot individually move. However, as a matter

of course, if the connecting member is removed, the units UI,
U2, ... U5 become back to a state in which they can move on a
unit basis.

35 [0068] Since the manufacturing equipment 30 completed in this



23 manner allows the height of a processing position of each of units U,
02, ... 05 to be positioned |ower, the processing accuracy of the unit can
be increased. The details are as followsgGenerally, to increase positioning
accuracy of 5 objects positioned in a [ow place is easier than in a high~

place. Ipahibs example, t1an hbggboye- reniiqned ibasedliaties M5 92h 98¢
devices of the units U, 02, ... 05 in which the respective base plates are
i ncl uded variésditlect V¥, pl-aced!antiof redo o Adcisdidhglgiet,het pe o @ESSPAGLINT

position (pass-line) of 10Q ¢ atchcagrg C.Bge devices can l@ﬁep%%itragqgedageo;/\ﬁén he

I
wi t hout ﬁsFHéaﬁXnecesgary egs, at”a portion positioned | ower

processi F@1poesisti on Gpassaline).tds ancesasd, pdsitecones pessubheyt oof
i ncrease the processjing accuracy of each of the devjces, K 15[Q069 urt her,
si nced deWPIES LEarP BB [T & | {1 pPack¥ oR1EEP facet@DFet hepRsdpl 4t 84981,

92,95, 1 1a3R0STLbLE LORERNED! dA! eht OBbEOMT iR DIHRAGRSPIAGBCOUY ACY.
of the devices, the deterioration being likely to occur when the devices is
supported2by .a 86, caldvédeparel bbar dnMbse 20 spaci fi eallby,in nwhhel phael

board system the panel board stands upright verticall nd j vi.ded on |
a foundaﬁ%ﬁ.ecgl’ﬁgepi%aeﬁe bBE?gegupaprc?rt%R?jn%de evices %r%%giyr ;f/\%g%ér)leagﬁd on
a verticaixpdane ofcddielipanegl, beges dprideweveng ipvdinii®nsyspess-waight sfof

t he devi ces make the panel board curve considerably, 25 and it is difficult
to mhPnt &a¢ht hef pddia i 68IVAGEEC ctRAc T Sof p@ﬁé’tﬁ@%%ﬁfﬂ% I | UeHEd

processin I fothe devi eteriopat 851k NohdiS16682r dnahf teevi ces
are pl ace n%%%# ggpogeﬁgées of ﬁﬁz ?e%ngggseEpféteg 91, 92, 95 gccording
to the presestssemgodpoentiont (mgsossingl)e t o Ashiabi redelbr nuitti ofpegPr86 t he

base plates 9 9 95, and to prevent deterioration of the processi
accuracyfﬁpsﬂﬁged59?cégcﬁﬁaFﬁc;gﬁéi%@P??ﬁ?ﬁﬁ%i??%ﬂ?ﬁﬁfa8 uf§%§10?§tﬁ§%
devi ces. JRQ& Rk .The units U, W2, ... 05 are described below [0071] (1)
Pul veri zed- Pul p- Producing Unit U 350n the base plate 91 of the

pu|vé5izd@ﬂ§@ﬂpF%¥%@@%jn@l@ﬁﬁt devices can be directly placed on top
faces of the base plates 91, 92, .. 95, it 1is possible to

prevent deterioration of the processing accuracy of the
devices, the deterioration being likely to occur when the
devices 1is supported by a so-called panel board. More
20 specifically, in this panel board system, the panel board
stands upright vertically and is provided on a foundation. The
panel board supports the devices at their own one end on a
vertical plane of the panel board. However, in this sYstem,
weights of the devices make the panel board curve considerably,
25 and it is difficult to maintain the positioning accuracy of the
devices. As a result, the processing accuracy of the devices
deteriorates. In this regard, if devices are placed on the top
' faces of the level base plates 91, 92, .. 95 according to the
present embodiment, it is possible to inhibit deformation of
30 the base plates 91, 92, .. 95, and to prevent deterioration of
the procéssing accuracy of the devices by increasing the
positioning accuracy of the devices.
[0070] The units Ul, U2, ... U5 are described below.
[0071] (1) Pulverized-Pulp-Producing Unit Ul
35 On the base plate 91 of the pulverized-pulp-producing unit



24 01, a pulverizer 33 is placed and fixed. The pul verizer 33 pulverizes the
pul p sheet 31 and produces pul verized pul p. The pulverized pulp is supplied
to a layering drum 42 of the absorbentzgpdy-shaping unit 02, which is
described later, 5 through a pulp supplying duct 39. Besides, in the pulp

suppl yi ngyducy é%a_v@r%ei?' 3ng; APPRLALYS a8k %&%rdabswb@nbu@%w%r( nat
shown) is provided, and the superabsorbent polyner is m xed

pul ver i ze;wlpmqazeas rmesmgpt sheath 3t hengubpodupps y@uﬂgfe(m@tedBQDUlPO[O(T?@] (2)
Absor bent o Uni t e absorbent - bod i ng-uni

produces R“ﬁ‘ g%@etlﬁmﬁﬁ&pliﬁg Ot e SOYFALR dgf%% rrg‘?‘r‘oeril 1%%e
absor bentaﬁmﬂ;\besﬁawo@g Uhibi0g phaces the absocbents bczﬂysclrhbmde lefter,

pul verized pulp and the like. 15[0073] The_nonwoven fabric 14 and the
tissué pdgeeucd t RatPate nBtRRIEINY offithe 308rf acPSHESE  netbert® |p§}l§’ent

from bac h digectjo f Conti
this stagl;éé:-}ﬁ;é]llc?![lrill fulh 3 4 p8ul P%g?ﬁ%r%r%a@at%s o S %MA) I'S applied

| t adhesive (her erred to a ‘
to the nomigwenr f(@ot chban)FLiG p@fB)rideﬁusanﬂheheosmmwmmer ire Lneand
the tissue paper .13 super se and ffixed to each qther (F 6C),, and
the surface g‘ﬁé@fi rﬁg}f‘ﬁ@r E 27 TSTpfo ué)é1 p [b?)??]as‘?ﬁggptﬁq\feoﬁg?edhﬁ%l ﬁu)&l?d |
super absogity ViR @,@ppl ied fromthe pulp supplying duct 39 are | ayered
into a certain shape by the |layering drum 42 placed on the base plate

92; fHer el tHe 8bsébb@ﬁbeb*6dl904ﬂ*$@a@ﬁéqgé@ltrﬁ]é’ absorbent body 11 is
pl aced at- a tabB BE%EHtLBo&Qhaﬁ%p gdq e% 1‘%” éﬁ%u%‘érfa{ﬁes@ﬁ}f mber

12 whose d|r i on OW IS i'rection by a turn roller
41 (FIG sﬁ@)et Befeoibe rpl d@i.ng 30nt hehabseubéatebosllyeé’d imertdds rghnertheHVA
is applied to the urfac sheet nerrbe whi ch pr.even

shifting oty &ﬁ%ﬁ@rt‘aﬂ% Cea?bsggﬁerﬁbs&&&)f %’é?éjl

Regar di ngndde surface rsheet piue gﬁdlgh@nly\jaéph t he absor bent body 11 is
pl aced, both end sections ofp e surface 35 sheet nenber 12 in the width

d|reéﬁ|on(gfgﬂfghgeaop@@ﬁea ﬁﬁ@rlc 14 and the tissue paper 13 that are

materials of the surface sheet member 12 is sent from backward
in the CD direction in the form of a continuous sheet. At this
stage, hot-melt adhesive (hereinafter referred to as HMA) is
applied to the nonwoven fabric 14 (FIG. 6B). Thus, the
20 nonwoven fabric 14 and the tissue paper 13 superpose and are-
affixed to each other (FIG. 6C), and the surface sheet member
12 is produced. '
[0074] The pulverized pulp and superabsorbent polymer supplied
from the pulp supplying duct 39 are layered into a certain
25 shape by the layering drum 42 placed on the base plate 92;
thereby the absorbent body 11 is shaped. The absorbent body 11
is placed at a certain pitch in the MD direction, on the
surface sheet member 12 whose direction to flow is chahged to
the MD direction by a turn roller 41 (FIG. 6D). Before placing
30 the absorbent body 11 in this manner, HMA 1is applied to the
surface sheet member 12 (FIG. 6D), which prevents shifting
caused in the transportation of the absorbent body 11.
[0075] Regarding the surface sheet member 12 on which the
absorbent body 11 is placed, both end sections of the surface

35 sheet member 12 in the width direction are folded toward the



25 absorbent body 11 by a guiding nenber 47 that is placed and fixed on the
base plate 92. The surface sheet nmenber 12 is rolled in the C shape in such
a manner as to cover the both end sectixgns of the absorbent body 11 in the
width direction (FIG 5 6F). Wiile the surface sheet nenber 12 being rolled

in the Cshapeentheo@bsorbenty hodyuiding peessedidownaby i@ ppessédganal | er
48 that is placed and fixed on the base EI ate 92, to stabilize the shape of
t he absorierd WRlythd. Ppee7alatte S f adees et asdnidicet2 HRAT ch?t Aé

absorbent;djady, 1% thel & shabl! hzeduth exhanded hetween (he i b9ef2ends by
a guide roller 49 | ocated onh a nost downstream side of the
absor bentsdvddynshagi rigreursibs O earid bavdguilde imolther WwBOlthodatredtonna (rast.

upstream side t he absor benpt - mai h- body- f.or m nit 03 e. descri bed
e S e (I e PP EF T4 BBy Do 5 AaP RLboto} Bt o BRPt Cos.
In the pyHae) exhendedobptweerbddiesel unist Spssd8, dvRhgttys &f pirkesing

absorbent body 11 and the surface sheet nenber 12 are supported ‘bg only
t ensi on dlollife siff f Bleet shéettlvgifseranid. figeF 7pn(dhe base plate 92, to

Absor bentMaj;n-BadyyEorping Uai iy U3.,20The r{:\p%’:{gﬁ t.- mai n- body-form ng unit
T h h T.

03 not onsly plr &?uces t%ghgac{g face %}%eet renber 19, but also forns the
conti nuou®Yedytbé thefabsosbeat nmamhebody 10 byisandwechibsgrbhetabsoiybent

body_ 11 tween the surface sheet e 2 fromthe absorphent bady- shapi ng

ni 1162 i The BADK LTAER. Sect HENDET - PSTARGR 2301 Hing: t Hem Cdgether

[ 0078] T@@i@@w@wmeiabrg CllaEa%_@@ |&§lk%96mﬁé@0fdo%h@sﬁire1a§1 Whoge dif egticons

to flow are changed to the MD directi on@gg turn rollers 52a, 52b superpose
t

and adhers®sogbeachbodicphapi AT HVALbel e hedsifrerposialy Surtsgessed B
become a Jijyn.body.9f AhNE 5 AQ B%lehfeaggsgt_jﬁ%ﬁ‘%.—rﬁm—[b { &rﬁncﬂﬁrﬁ% . A
positions for processing set In a transportation rou of the main bo Y,
t he mai n thodye unidercgabsdt Heatfeal,| oandig ipr dcessgirtadoriocesbei mbsirdend - ‘
rubber thread 18 that L3 "esassany for an st de around l8ied petween
these units U2, U3, weights of the absorbent body 11 and the
surface sheet member 12 are supported by only tension of the
surface sheet member 12.
[0077] (3) Absorbent-Main-Body-Forming Unit U3
20 The absorbent-main-body-forming unit U3 not only produces
the back face sheet member 15, but also forms the continuous
body of the absorbent main body 10 by sandwiching the absorbent
body 11 between the surface sheet member 12 from the absorbgnt—
body~shaping unit U2 and the back face sheet member 15 and.
25 joining them together.
[0078] The nonwoven fabric 17 and leakage-proof sheet 16 whose
directions to flow are changed to the MD direction by turn
rollers 52a, 52b superpose and adhere to each other with HMA
between the superposing surfaces, to become a main body of the
30 back face sheet member 15 (FIGS. 7B to 7D). At positions for
processing set in a transportation route of the main body, the
main body undergoes the following processesf'a process in which
a rubber thread 18 that is necessary for an inside around~ieg

gather section in the width direction are welded and fixed, and

35 a process in which both end sections of the main body in the



gather section in the wdth direction are wel ded and fixed, and 35 a
process in which both end sections of the main body in the 26 width
direction is folded. Thus, the inside arpound-leg gather section is forned
(FIGS. 70 to 7G. Also, a rubber thread 19 that is necessary for an outside

around- | g dgat hEreseGbinon § Fdied dtthud,r egld amdisief iaxeting-tBgHYAtLELG
7H), and as a 5 result, the back face sheet member 15 is conpl et ed. 0079]
Ther eaf t ér€Ctd csurifsadeodred hd ek facke shebt nBmber 35r8RP&rsid&cefoddr to

the | eakagenpraof,shestalp agd 2,suitashe 9Botnslde, choset: gcbbeogbsar bent

body 11,0 the sur ace et ne transporte
absor bentthleodyighlapidigeanionU2i 40 fsupdr possy HWMA t(iE$e sl facesdaddrere to

each other wi.th H 1 Furt her ot h end se ctions of the back
face ghe&esﬁfelﬁbelt[xl%%%iaﬁ th éc%vi deRe |?‘%@?‘?%ﬁ[£rjeg fcé)lni?éﬁ E8vard the surface
sheet nmenher;oi2rhEt&rddy, anduarecaf fdmxedd nossiehracdvpnest asehbekeep t he
both end sections folded with HVA applied 15 to the surface sheet- nenber 15

(FIG 7JpPn Recokdh ngl9ser hkoabber Beakararnrpellyshoct s1porptdat war fipse,

cont | ”“O%Sn Ahe '@%‘;e&e%d e [9080), Fhe bgogﬂ} 01}“%‘{3 t %dX-; Qi the s'?ll%%gr bent

mai n body 1 |s exte bet ween the units gui de roll &r
| ocat ed Z2@mbera ISt raoswmsttrehntsode thk talhﬁoerbsmtbenuyﬁnhaphogiyuﬁmt muRg

unit_U3 and a guide roller 60 | ocated on nmost upstr i de of  the
j oi ntfhg FHPEIERSCo EHebERPBedITaEErS a‘?fg“frse tF%n?ﬁGS %e& tﬂét]]“OIHPﬂAng

uni t 04. dmyd he;porti gnexiended,betyeenchheseinihs 0% O BawRl GhleOf
t he contlnuous body of 25 t he absorbent main body 10 is supported by only

i ts tensisdeet 008Hey 435 Jonnithg Umcitfo4dlrectl@11 t hvee baseded atewggdofthehe

j oi ni ng pak at fo n r _66,
and a se;élr?llr;féi%;éppsglréa eg%)egl?ef%l |xeéj Z%‘gé[ %%%%%eg?glggpﬁga
appar at usmabhecauses ot hteepomhenbous bﬁdyse&tidsnes absoidienti tainMzbagy 1ied
transferred fromthe absorbent-min- ggy form unit 03, to stick tho an
%g the

out et2ci rOunf’e? eAtiraRCRacd st Pt al(EfGrat iRy dr BFFBIALRELY ng
transpor talic9medl W8 n body 10 is formed that is continuous in the MD

direction.
[0080] The continuous body of the absorbent main body 10 is
extended between the units U3, U4 by a guide roller 59 located

20 on a most downstream side of the absorbent—main-body—férming
unit U3 and a guide roller 60 located on a most upstream side
of the Jjoining wunit U4 +to be described later, and is
transported to the Jjoining unit U4. In the portion extended
between these units U3, U4, a weight of the continuous‘body of

25 the absorbent main body 10 is supported by only its tension.
[0081] (4) Joining Unit U4 '

On the base plate 94 of the joining unit U4, a joining
apparatus 61, a two-folding guiding member 66,.and a sealing
apparatus 67 are placed and fixed.

30 [0082] The joining apparatus 61 causes the continuous body of
the absorbent main body 10 transferred from the absorbent-main-
body-forming unit U3, to stick to an outer circumferential face
of a pentagonal rotating drum 61. During transportation of the
continuous body of the absorbent main body 10 by the rotation

35 of the rotating drum 61, the joining apparatus 61 severs the



continuous body of the absorbent main body 10 by the rotation 35 of the
rotating drum 61, the joining apparatus 61 severs the 27 continuous body
of the absorbent main body 10 into thejgbsorbent main body 10, with a
cutter roll 63 positioned opposite the outer circunferential face. The

ori ent at icomtdfhuche sewveryedo@bsenbentbsariveodymnaih | Hdayr ned 9@ntandthhe
both 5 end sections 10a, 10b that has been newy forned by the severing is

set in tH@SEBPEtectPon. Foraddi%i ol thhe? coMitigouEObbdy°bf PORd thered

el ements 23,7543 Of e yel st heblingeebhon, 2O shransf efred tiomibeon of

i nt er medi ate-product-producing unit US to be described |later 1s -
respect i \tdley servessed abs cavegntO rjadinnéddwi LR tilse thiohkdeRd °seendonbeldathlOb

by a pair_of pressure roller 4, 64 1ined in the.CD direction. us, a
Dy R tisas! | BeEREPNE . lnel dul nihsti (1SS, e hRRLTE BN B alhey
[0083] Theviewanlyol disngsgui dimg treaberp 6@ ikrscaibad extendismgitiovnerticgal |y

for exanple, and curves nore backward at an upper gorti on_ thereof. The
t wo- f ol diGPg tgoi@iusg esb et 6B b 5t achemenes pofti dn 6f the Bodkterglt
sections + ~10b, pf in. b i e .j.0jhed l; SO
That the SUBACENT: Gl TH T adar | R of Red boay Tl e ne ard s Fe 20
MD directundrt i fobded idestowdbatd tlhetean did erpopdcionye andotdesd| toebanent s
23, super pose. . Thus, th irectioon tg flow t he, t.wo-f ol ded j.oi ned body
a1 £ changet by At ursng opper SRt PIGrRERD LAt ne b BT ekt iR and Lt he
joined bedvdsartl aws1cQ084] len thecseal ng appacat us 84cibhe twaukol ded
joined body 25 |la that is nmoving forward in the CD direction is w apped
around an odgeer beidyve dmf dhert i1d vt agft iieRd yeilinc @ drrddgiratliikg @RarRe67s | n
addi tion, in the sealing apparatus 67, during transportation of the joined
body | a %)y rotation of this rotating drum 67, the belt elenments 23, 25 that
oppose and0ssperpese vior fioheipal ngai Bhdodygmbarares wekded aod jecitrediaty t he
-j oi ned ,portion where the wai st-belt section 20 abuts wearer's sides.

to-b
Thergﬁy ¢ TWEPH Yb I A SRR 202 PRafiFeeEoMidct PTG iy 7R FOPRED. A

cutter reollrt(iRat shomris atanged- apROSINIgt e Yt aknbbiCcWY exsntd aly face
of the rotating drum67. This cutter roll 35 severs the waist-belt section

20 at befidedeca partien thle @ whbbdéd-and- jvididdrsectiPons 1¢Pt i the
o be- o . ¢ ¢ | : 008 5
0- be J0%%%%r%%%§h3&yg¥gggggagﬂﬁﬁFFUEEh§ 9&15@8 qkﬁﬂprl&, [R085) 2 { Sk he

| nt er medi at e-
substantially ladder-like Jjoined body la flowing upward in the

20 MD direction is folded in two at the middle portion, and the
belt elements 23, 25 superpose. Thus, the direction to flow of
the two-folded joined body la is changed by a turn roller 65c
to forward in the CD direction and the joined body la flows.
[0084] In the sealing apparatus 67, the two-folded joined body

25 1la that is moving forward in the CD direction is wrapped around
an outer circumferential face of the circular rotating drum 67.
In addition, in the sealing apparatus 67, during transportation
of the joined body la by rotation of this rotating drum 67, the
belt elements 23, 25 that oppose and superpose in the joined

30 body la are welded and joined at the to-be-joined portion where
the waist-belt section 20 abuts wearer’s sides. Thereby the
waist-belt section 20 that is connected in a ring is formed.
A cutter roll (not shown) is arranged oppésing the outer
circumferential face of the rotating drum 67. This cutter roll

35 severs the waist-belt section 20 at between a pair of the



The internedi at e- product -producing unit U5 produces the 5 internedi ate
products 23m 25mof the belt elenments 23, 25 using the nonwoven fabric 24
as a material, and transports to the jogning unit W the internedi ate
products 23m 25mthat is in a state of a continuous body al ong the MD _
di recti omelj@a@86hdFfheinedwmeeart ifoalsr i tn 24hies oo ifnledm thactkivar, d iintbhe 10
CD directior&, and is slit into,two by a slitter 72 that is placed and fi xed
on the b&LEIHFLt BNEES SﬁftE]Pet%eaH‘?? tion to flow of these two nonwoven

fabrics 240824 (s) changetddhe MaditreebizaniRy tain uollers 73a, 73b, a
plurality of rubber threads 26 are placed with Stretching along the MD

di recti ofhel5 iNheewaddiertettheodisimprenucabgi csu2dt 2845ar e aEc gl débei n
two by a.two-fol.di ui di.ng ne r 7 | age n | xe e ate
%ﬁépeglgﬁg %mo ucts & Zﬂ%ﬁ1gg4qj%>db%ig Ql%&ek?%b , E%

95. Atcordi onwoven fabrics each becore 1 n ayers
havi ng t heihgbhere tlyreadsen?6fdtherehes weena WA08¥}aThi sndonweuepotabrices in
two | ayers are each the 20 internedi ate products 23m ng of the belt

el enent s 128, Jodndggpaatity 84y ththddd RE LAt Er REGFEEES pf dBucts™28RF 25/ ar e

respecti vel ryed,b L WOs f b g Y diag e pber¥40At a rear nost
posi ti on\iglf )ét %g@i@%t é?n%d?gﬁg?%?%\gic%% oducgJir&ng unit U5 aﬁd ?he first heat

seal i ng r[6l0Bé7 Bie ahoawbrent Mebtripogidt ilon @S @fnd herjmoi paagwamd t inJ4heso
that. the jnternmedi.ate products m 25m are extended. betwee hese units
5 b el (FHHoRed TSt RS | ST ngT oy £G4 O o ReLB6rEl off eatahded
bet ween theseduaints fdsed04n Weiegaseofoitbhe iost.er medicat e hpr aduels i33mto25m

are supported by only their respective tension. 30[0088] The two
i nt er nedifdey prodbess 239 Powiaveandroriegd €4t Ké ji6i RIAGIAHI LOUEPPnMPhi s

manner a%ﬁr@%ﬁ@%ﬁthyf!Xnﬁﬁ#dgglEQE?ygﬂ%ﬁ 9@8b99t¥ﬁﬁﬁugaﬁﬁkg qgftQ%bber )
vertically arrange irst heat sealing rollers 81, "and a gap between a pair
of verti cakleypdar 2Zénged: sptared heathseakehghing | etsng2fhehdDr alilrercs ibei.ng 35

P gt o Lixedon Ui base RLal 5 34,81 She bl DLRURN! A2 T e

i nter nedipgt @ preduetlsiddmyu2bimbesenset hes aboyE=dTeiitd Grieddc et itheows skodi es
of the belt elenents 23, 25. These two belt elenents 23, 25 are transferred
to the abd¢éEemdAti oAEEOSIBPAYNgtAPPpRPAYREEH 1T aRIHNET dhed % e PESBEbeNt

mai n bOdKnlgwo layers having the rubber threads 26 therebetween.
[0087] This nonwoven fabrics in two layers are each the

20 intermediate products 23m, 25m of the belt elementé 23, 25
respectively. These two intermediate products 23m, 25m are
respectivély supported by the two-folding guiding member 74 at
a rearmost position of the intermediate—product—producing unit
U5 and the first heat sealing roller 81 at a frontmost position

25 of the joining unit U4, so that the intermediate products 23m,
25m are extended between these units U5, U4 and transported to
the joining unit U4. In the portion extended between these
units U5,»U4, weights of the intermediate products 23m, 25m are
supported by only their respective tension.

30 [0088] The two intermediate products 23m, 25m transferred to
the Jjoining unit U4 in this ﬁanner are respectively welded
through a gap between a pair of the vertically arranged first
heat sealing rollers 81, and a gap between a pair of vertically
arranged second heat sealing rollers 82, the rollers being

35 placed and fixed on the base plate 94 of the joining unit U4.



=== Ot her Enbodi nents === [ 0089] Above, the enbodi nents of the invention

are descri bed. However, the invention is not limted to the enbodi nents,

and 10 the followi ng variations are pogsible. [0090] In the above-nentioned

enbodi ments, the base plates 91, 92, ... 95 are illustrated as a base that

can noveTansa thet rbdbes, thutatibe 2bnwert kddikednob khel hedwdhen efabrFor

exanple, a frane that .is forned by assenbligg shgggg steels, etc. in a 15
|

rect anguPdr FAi%l Het epP BT aF S oPAEERPEAD PGPt above-

above- mepthened-8Mbogi MBRLSs 1H@idd vier Wid Hddt, O2ments 03, aps. proMided,
but the nunber of units is not limted thereto. For exagEIe, it is also
OOV

accept ablteot hat tandehentan? 8, UsSi srprovinislt dyedvden thise arignoaPned4 and
the 20 internedi ate-product-produci ngunj t05 dt i i
prodd%tsjﬁéﬁ%HES%PP?gﬁg %r%%ﬁ ?anﬁ%%hfq'ﬁfb?%%d?ggéggg%gﬂéfiéxﬁy’ c?H%’unit
05 is further processed to add a conmponent thereto and sent to the joining
unit 04. 30 CLAIMS 1. A manufacturing equipnment of a wearing article

i ncl udi ng=anChbssr BBREIHBPR-HGTY" and a wai st-belt section, the absorbent 5
mai nbody havh %@\%,abfﬂéb%%p'a%nkgatofab@r% bsn{dui dhandr-belag appkhed to

a crotch, the walst-belt section covering a waist around, conprising: a
pl ural it Yowtvanit $hehdnvane ioovald ynalr r aihgetednta thet ebhsdspendbet wedn

which a half-c | eted product of the wearing article is transferred al ong-
a CéagaiE%FiﬁggggW?ggthﬁ}atlons are BOGS YdSpect i vel y have a pl anar size in

which a lieogbh im ehseeppdedhefel bR Penpeathend &y tige theséi psatdsrection
is longer than in the first direction,
92, .. 95 are illustrated as a base that can move on a unit
basis, but the invention is not limited thereto. For example,
a frame that is formed by assembling shaped steels, etc. in a
15 rectangular parallelepiped is also acceptable. |
[0091] In the above—mentionedAembodiments, the five units U1,
U2, ... U5 are provided, but the number of units is not limited
thereto. For example, it is also acceptable that another unit
U6 1s provided Dbetween the Jjoining wunit U4 and the
20 intermediate-product-producing unit U5, . and that  the
intermediate products 23m, 25m transported from the

intermediate-product-producing unit U5 is further processed to

add a component thereto and sent to the joining unit U4.



15whose respective height and | engths of the first direction and the second
direction are within a size range so that the units can be respectively
accommodated in a container according tg the JIS or 1SO standard, and that
respectively performat |east one of 20a step in which pulverized pulp.is
shaped into the absorbent body, CLAIMS a step in which the absorbent
body is sandwi ched between a first sheet nenber and a second sheet nenber,
and a continuous body of the absorbent main body is fornmed, 25a step in.

whi ch at - east t..of . It . Nt -CconSLi i . i St-- bal t ction
is pr oducle'd, ks I&MaCt%rl%gg%gthégh‘?ﬂ%thc ?%gél%%%%]?grn%lgﬁlsemﬁlgg{/l@ﬂgh%%
absor bentabmainbeoddyma $n sé@velyedandénd tveel sbserllense omion bodiiei saiproadeeed,

30a step in whic pair of the belt e]enents are affixed to both end
sect %ns 61t r?é’é;bg@r"ﬂélﬁt PR SEEAF T Logg that absgrhg efg“ilﬁi Wi PeRE

absor bentggmiinhody hs @ded ithd Woaignd,dhe paifif bebirehemants st
super pose, o a step in which the superposing belt elenents
are 35 jcinsaddat domogrwalng:at a to-be-joined portion, and the waist- 31

belt section j 1%&%3%% d,ofanﬁit o a step in which severing is
performed corresponding to thé Fo-be-10|ned portion for each wai st-belt
section, and the theariang abkbpble ksrhegd®donS unit basis,

10 between which a half-completed product of the wearing
article is transferred along a certain first direction,

that respectively have a planar size in which a length
in a second direction perpendicular to the first direction is
longer than in the first difection,

15 whose respective height and lengths of the first
direction and the second direction are within a size range so
that the units can be respectively accommodated in a container
according to the JIS or ISO standard, and |

that respectively perform at least one of

20 a step in which pulverized pulp is shaped into the
absorbent body, -

a step in which the absorbent body is sandwiched
between a first sheet member and a second sheet member, and a
continuous body of the absorbent main body is formed,

25 a step in which at least a part of a belt element
constituting the waist-belt section is produced,

a step in which the continuous body of the
absorbent main body is severed, and the absorbent main body is
produced, |

30 a step in which a pair of the belt elements are
affixed to both end sections of the absorbent main body,

~a step in which the absorbent main body is folded
in two, and the pair of belt elements superpose,

a step in which the superposing belt elements are

35 joined at intervals at a to-be-joined portion, and the waist-



2. A manufacturing equipment of a wearing article according to claim1,
wherei n between at |east one pair of the units anong the plurality of
units, the half-conpleted product of thg wearing article is 10 transferred
by continuously extending the hal f-conpleted product -between the pair of

uni t's anghdirarsperbnng st pechakédcompd et ed product. 3. A manufacturing
equi pnent of a wearing article according to 15 claim1l1 or 2, further

conpri si ng an absosbent 1RahipBdjeTer Mgl ainveritaed sl askendingt
sheet nenher ieh_ al ' t be JeYel i L aced ong a
low ditao i B aid Phe 2b Lo heaPh mnter St TS e t Rachr 3 - =Rk"9
di recti omheandatriaty haetdslthéscbotmadous 20 body of the absorbent mai n-body
contipuous in the flow direction, and a joining unit that joins the
belt €l enment constituting the waist-belt section and the absorbent main

body, wherei m the akseibent BRLApREEY b hNwaasial&afi A Coddraus 25 body
along the flow direction, and is extended fromthe .
absor bentclpaim-dbodrefreii ng unit to the joining unit and transferred to the

joining unit, an i,n e _exte or.ti.qQn, i ght. of, the.

~absor bent nth%ﬁ%EQ ﬁ§ éﬁﬁﬁ%ﬁ{%%f6%ﬁghﬂggﬁg%§ﬂ%H9%%Eﬁﬁﬁggggg} éﬁfa§&FH
body. 30 of.urA tnuftecthl i Mg egliqurentprefduatwedr ithg akhirdhe actdrcdendst o
claim3, further conprising an, absorbent-body-shaping unit that shapes the

pul véPi zdd PRLE IR0 the abSBFbRRPUDbYY, CXhET PR es HRe dBSOrBERPI564¢ at

35 a cert@igyuRidt ahedyedihechibopadi-regtionan the ti-hakpshestymerher,132
continuous in the flow direction, wherein
completed product.

3. A manufacturing equipment of a wearing article according to
15 claim 1 or 2, further comprising
an absorbént—main—body—forming’ unit that joins the first
sheet member on which a plurality of the absorbent bodies is
placed along a flow direction and the second sheet member
continuous in the flow direction, and that forms the continuous
20 body of the absorbent main body continuous in the flow
direction, and
a joining unit that joins the belt element constituting the
waist-belt section and the absorbent main body, wherein
the absorbent main body is in a state of a continuous
25 ‘body along the flow direction, and is extended from the
absorbent-main-body~forming unit to the Jjoining unit and
transferred to the joining unit, and
in the extended portion, a weight of the absorbent main
body is supported by only tension of the absorbent main body.
30
4. A manufacturing equipment of a wearing article according to
claim 3, further comprising ‘
an absorbent-body-shaping unit that shapes the pulverized
pulp into the absorbent body, and places the absorbent body at

35 a certain pitch in the flow direction on the first sheet member



the first sheet menber on which the absorbent body is placed is extended
fromthe absorbent-body-shaping unit to the absorbent- mai n-body-form ng
unit and transferred to the 5 absorbent3zgmai n-body-form ng unit, and

-in the extended portion, weights of the absorbent body and the first .sheet
menber arersuippontsednbyhenfyotvedsreatbdént hehdigist sheet nenber. 10 5. A

manuf act uri ng equipnﬁﬁé}oféglmearin article according to claim4, further
conpri si ng &R5uIVer L eSSt P ffucPhgWbihFe that 2paPvernzesody is
sheet -1 i ko pulp andpraducesside i vard 280 RuliR,qMheEeilg unit to the the
pul verized pulp is supplied to the absorbent-bodyl5 shaping unit. 6. A
manuf act Wseybegr-pwantboflvafasainag antitcl eandcortdiang fiegrany ofo cl dahes 1
to 5, further o i_Si n _ an i nt er nedi at e- product - produci ng unit that
produéesEgggﬁﬁﬁgﬁgépﬁédgggg 6?5@&3. ot hea%glt el enent based on a third
sheet nmenber, whéreithe extended R@dtiler, Mediighe sploddutie isHddrbanst a0l a
conti nuous body along the flow direction, and is extended fromthe

i nt er medidte-Hodddtpeb8sEi RETHARIt 2E8 FHEPPBF$H Ny WR1Y dithimny ofndber r ed

to the | oiiHdg R member . in the extended portion, a- weight of the
i nternedi ate product is supported by only tension of the internedi ate
product, and inthe joining unit, the belt elenent is

produced from 30 t intermedi ate product. V. A manufacturing equi pnent of
5wk ng ‘ar t1 SPEBESP ARG £GCCPALRT 60T wePBRRING ar CIe1e jqtargting g
uni t, thelbkath 4enduseetironsmptithggabsorbent 35 main body are each joined
to one belt elenment, the absorbent 33 main body being forned by severing

t he conti nuods DSHRLDIZet@HbsHIssHCiRg HBddytiat oraleeriaen Remfie®tin t he

f1 ow diregtion,, 1 d AuEact P Lng, eoLy- t_.of a ri:ng article
accordi ng tg gﬁyib%“cﬁﬁgﬁs to g, gﬁereliggﬁlpdip’ wifezlin ' .
the pulverized pulp is supplied to the absorbent-body-

15 shaping unit.

6. A manufacturing equipment of a wearing article according to
any of claims 1 to 5, further comprising
an intermediate-product-producing wunit that produces an
20 intermediate product of the belt element based on a third sheet
member, wherein |
the intermediate product is in a state of a continuous
body along the flow direction, and 1is extended from the
intermediate*product—producing unit to the joining unit and
25 transferred to the joining unit,
in the extended portion, a weight of the intermediate
product is supported by only tension of the intermediate
product, and
in the joining unit, the belt element is produced from

30 the intermediate product.

7. A manufacturing equipment of a wearing article according to
claim 6, wherein ' .
in the joining unit, the both end sections of the absorbent

35 main body are each joined to one belt element, the absorbent



the units have their respective base, and a constituent device of
each of the units is fixed to and supported by the base corresponding to
the unit of the 10 constituent device. 339. A manufacturing equi pnent of a
wearing article according to claim8, wherein the base is a |level plate
nmenber, 5t he boadysthdiventfdend e of seachinf the comtsuscud ixedy oof t hkepl at e
menber corres ondi n%é to the unit of the constituent device n%g A
manuf act élbﬁﬁﬁ ggti peAt ofCqYwedPitRg &rtic€F&2dRco 8Pﬂ5h201f‘o ERgi °Br 9
wherein gireaf®Bg. the units, units adjacent to each other are connected by
a connecting menber that is between bases of the adjacent units.

5 8. A manufacturing equipment of a wearing article according to
any of claims 1 to 7, wherein
the units have their respective base, and
a constituent device of each of the units is fixed to and
supported by the base corresponding to the unit of the

10 constituent device.

9. A manufacturing equipment of a wearing article according to
claim 8, wherein |
the base is a level plate member,
15 the constituent device of each of the units is fixed on the
plate member corresponding to the unit of the constituent

device.

10. A manufacturing equipment of a wearing article according

20 to claim 8 or 9, wherein
among the units, units adjacent to each other are connected
by a connecting member that is between bases of the adjacent

units.



