
1 DESCRIPTION MANUFACTURING EQUIPMENT OF WEARING ARTICLE 5 Technical Field
[0001] The invention relates to manufacturing equipments of wearing
articles such as disposable diapers. Background Art 10[0002] A so-called
disposable diaper (hereinafter referred to as a diaper) have conventionally
been known as an example of a wearing article including 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- 15101970).
Disclosure of Invention Problem to be Solved by the Invention [0003] The
diaper is produced from raw material to finished 20 product in its
production line, for example, using nonwoven fabrics, etc. as a material.
This production line 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 line are manufactured
in a dedicated machine factory of a machine manufacturer. These devices are
assembled in the factory to finish a manufacturing equipment of a diaper;
then, a test-run is giving to the 35 manufacturing equipment to verify
whether imperfection exists.  



2 Thereafter, the manufacturing equipment of the diaper is disassembled,
accommodated in a container, transported to a factory place in the
destination, and is installed on a foundation, etc. of the factory place in
sequence. 5[0005] However, a size of a container is standardized under the
JiS or ISO standard. Therefore, in disassembly after the above-mentioned
test-run, it is necessary to disassemble the manufacturing equipment into a
size as small as a container can accommodate them. There are cases in which
if a device such as 10 a belt conveyor cannot be accommodated on a device
basis, it is necessary to further disassemble the device. In such a case,
the construction time will become longer because it takes a long time for
re-assembly in the factory place. [0006] The invention has been made in
view of the conventional 15 problems described above, and an advantage
thereof is to provide a manufacturing 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 advantages, a principal aspect of the invention
is a manufacturing equipment of a wearing article including an absorbent
main body and a 25 waist-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, 30between 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, 35whose 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 ISO standard, and that respectively perform at least one of 5a 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, 10a 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, 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 become clear
by reading the description of the presentspecification 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.  4
[FIG. 2] This is a plan view showing a state in which the diaper 1 is
opened flat.      [FIG. 3] FIG. 3A is a cross-sectional view taken along
III-III in FIG. 2, and FIG. 3B is a cross-sectional view taken 5 along
Ill-Ill in FIG. 3A, showing only an absorbent main body 10.      [FIG. 4]
This is a perspective view for illustrating belt elements 23, 25 of a
waist-belt section 20.             [FIG. 5] FIGS. 5A and 5B are layouts of
a manufacturing 10 equipment 30 of the diaper 1.      [FIG. 6] FIGS. 6A to
6F are explanatory diagrams showing a producing process of a surface sheet
member 12, etc. in an absorbent-body-shaping unit U2, and cross-sectional
views showing the surface sheet member 12, etc., taken along a width 15
direction.      [FIG. 7] FIGS. 7A to 73 are explanatory diagrams showing a
forming process of the absorbent main body 10, etc. in an
absorbent-main-body-forming unit 03, and cross-sectional views showing the
absorbent main body 10, etc. taken along a width 20 direction (the same
direction as a CD direction). List of Reference Numerals [0011] 1 diaper
(wearing article), la joined body, 3 torso opening, 5 leg opening, 10
absorbent main body, 



25 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
section, 30 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, 35 25s both end sections, 25m intermediate
product,  5 26 rubber thread, 30 manufacturing equipment, 31 pulp sheet, 33
pulverizer, 39 pulp supplying duct, 41 turn roller, 42 layering drum, 47
guiding member , 48 pressing roller, 49 guide roller, 50 guide roller, 52a
turn roller, 552b turn roller, 59 guide roller, 60 guide roller, 61
rotating drum (joining apparatus), 63 cutter roll, 64pressure 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 roller, 91 base plate, 92 base
plate, 93 base plate, 94 base plate, 95 base plate, Dl pulverized-pulp
producing unit, 02 absorbent-body shaping unit, 15 03 absorbent-main-body
forming unit, U4 joining unit, 05 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 accompanying 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, including: a plurality of units that are movably
arranged on a unit basis, 30between 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, 



35whose respective height and lengths of the first  6 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 5a 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, 10a 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, a step in which a pair of the belt elements are 15 affixed to
both end sections of the absorbent main body,  step in which the absorbent
main body is folded in pair of belt elements superpose, 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
place 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.  7 Therefore, it is possible
to shorten a construction time for the manufacturing equipment of the
wearing article. Besides, before being transported by the container, the
units themselves can efficiently be assembled in a dedicated machine
factory 5 with dedicated tools and the like. Therefore, it is possible to
shorten a total construction time for the manufacturing 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 is 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 between 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 the 



25 half-completed product between the pair of units and transporting the
half-completed product. [0018] With this manufacturing equipment of a
wearing article, it is 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 manufacturing the wearing article, the
half-completed product is continuously extended between the units, and
thereby the half-completed product is transferred between the units.
Therefore, even if there is some mismatch of the position adjustment
between these units, 35 the mismatch is absorbed due to flexible
deformation of the  8 continuous half-completed product.  [0019] Besides,
it is possible to omit a belt conveyor for transporting the half-completed
product, so that the number of constituent devices of the manufacturing
equipment of the 5 wearing article can be reduced.  [0020] In such a
manufacturing equipment of a wearing article, it is preferable that the
manufacturing equipment further includes an absorbent-main-body-forming
unit that joins the first 10 sheet member on which a plurality of the
absorbent bodies placed along a flow direction and the second sheet member
continuous in the flow direction, and that forms the continuous body of the
absorbent main body continuous in the flow direction, and 15a 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 body along the flow direction, and is extended from the
absorbent-main-body-forming unit to the joining 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 the joining unit. This is 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 is transferred from the 30
absorbent-main-body-forming unit to the joining unit. Therefore, even if
there is 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  9 transporting the absorbent main body, so that the number of
constituent devices of the manufacturing equipment of the wearing article
can be reduced.   [0023] In such a manufacturing equipment of a wearing
article, 5 it is preferable that the manufacturing equipment further
includes      an absorbent-body-shaping unit that shapes the pulverized
pulp into the absorbent body, and places the absorbent body at a certain
pitch in the flow direction on the first sheet member 10 continuous in the
flow direction, wherein         the first sheet member on which the
absorbent body is placed is extended from the absorbent-body-shaping unit
to the absorbent-main-body-forming unit and transferred to the
absorbent-main-body-forming unit, and 15in 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 unit. This is 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
absorbentmain-body-forming unit. Therefore, even if there is 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
is 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  10 includes     a pulverized-pulp-producing unit that
pulverizes a sheet-like pulp and produces the pulverized pulp, wherein
the pulverized pulp is supplied to the absorbent-body5 shaping unit. [0027]
With this manufacturing equipment of a wearing article, since a sheet-like
pulp can be delivered as a material, excellent handling of materials is
achieved.    [0028] In such a manufacturing equipment of a wearing article,
10 it is preferable that the manufacturing equipment further includes
an intermediate-product-producing unit that produces an intermediate
product of the belt element based on a third sheet member, wherein 15the
intermediate product is in a state of a continuous body along the flow
direction, and is extended from the intermediate-product-producing unit to
the joining unit and transferred to the joining unit,            in the
extended portion, a weight of the intermediate 20 product is supported by
only 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 is possible to
reduce the accuracy requirement for the position 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 is extended between the units, and 30
thereby the intermediate product is transferred the
intermediate-product-producing unit to the joining unit. Therefore, even if
there is 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. 



11  [0030] Besides, it is possible to omit a belt conveyor for transporting
the intermediate product, so that the number of constituent devices of the
manufacturing equipment of the wearing article can be reduced. 5[0031] In
such a manufacturing equipment of a wearing article, in the joining unit,
the both end sections of the absorbent main body may each be joined to one
belt element, the absorbent main body being formed by severing the
continuous body of the absorbent main body into a certain length in the
flow 10 direction.  [0032] In such a manufacturing equipment of a wearing
article, it is preferable that the units have their respective base, and
a constituent device of each of the units is fixed to and 15 supported by
the base corresponding to the unit of the constituent device.  [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 is possible to position lower the height of a
processing position of each unit, the processing 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 is easier than in a high place.Here, the
constituent device is directly placed and fixed on a top face of the
above-mentioned plate member. 35 Accordingly, the processing position
(pass-line)of the  12 constituent device can be positioned lower without
using unnecessary legs, etc. at a portion positioned lower than the
processing position (pass-line). As a result, it becomes possible to
increase the processing accuracy of the constituent 5 device. [0037]
Further, since a constituent device can be directly placed on a top face of
the plate member, it is possible to prevent deterioration of the processing
accuracy of the constituent device, the deterioration being likely to occur
10 when the constituent device is supported by a so-called panel board.
More specifically, in this panel board system, the panel board 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 is
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 deterioration 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     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 equipment of a wearing
article, it is possible to maintain in the long term positional
relationship between the units after the position adjustment without
installing and fixing each unit on a foundation of the factory place by an
anchoring member such as an anchor bolt.  



13 === Regarding Wearing Article 1 === [0040] First, the configuration of a
wearing article 1 manufactured with a manufacturing equipment 30 of the
present embodiment is described. The wearing article 1 is a so-called 5
diaper 1. FIG. 1 is a perspective view of the diaper 1. As shown in FIG. 1,
the diaper 1 has a so-called pants shape on which a torso opening 3 and a
pair of leg openings 5, 5 are formed; the diaper 1 includes an absorbent
main body 10 that is applied to the crotch of a wearer, and a waist-belt
section 20 10 for tie up the waist of the wearer with covering the waist
around. [0041] FIG. 2 is a plan view showing a state in which the diaper 1
is opened flat by separating the waist-belt section 20, at a position where
the waist-belt section 20 abuts the 15 sides of a wearer, into a belt
element 23 on a front face side and a belt element 25 on a back face side.
In this opened 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, is 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 



14 10 in a width direction forms the pair of leg openings 5, 5, to be in a
shape of underpants.  [0043] Each of the constituent elements of the diaper
1 is described below. 5 "< Absorbent Main Body 10 >" [0044] FIG. 3A is a
cross-sectional view taken alongin FIG. 2. FIG. 3B is a cross-sectional
view taken along in FIG. 3A, showing only the absorbent main body 10.
10[0045] As shown in FIG. 2, the absorbent main body 10 is a substantially
rectangle, like a strip, as a whole.This absorbent main body 10, as shown
in FIG. 4, includes an absorbent body 11 absorbing bodily fluid such as
urine, a surface sheet member 12 covering the absorbent body 11 from a 15
side close to wearer's skin, and a back face sheet member 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 containing superabsorbent polymer,
etc. 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 sections 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 12 in the width
direction are covered throughout longitudinal direction. 35[0048] The back
face sheet member 15 is, for example, a member  15 having two-layer
structure, in which a rectangular fluid-impermeable leakage-proof sheet 16
made of polyethylene, etc., and a rectangular nonwoven fabric 17 having a
width slightly wider than this leakage-proof sheet 16 superpose and are 5
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 back face
sheet member 15 on a side closer to the leakage-proof sheet 16. In addition
thereto, both end sections of the back face sheet member 15 in the width 10
direction are folded toward a side closer to the absorbent body 11, and the
both end sections 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 formed inside and
outside in 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  



16 joined at each of left and right sections 23s, 25s where wearer's sides
abut, so that the belt elements 23, 25 are connected in a ring, to form the
waist-belt section 20 as shown in FIG. 1. 5[0052] As shown in FIG. 4, all
of belt elements 23, 25 are made of a rectangular nonwoven fabric, and a
strip-like element that is folded in two using a center of the nonwoven
fabric in the width direction as a folding position Pc and welded with
superposing. Between the surfaces that superpose, a plurality 10 of rubber
threads 26 are welded and fixed with stretching along a longitudinal
direction of each of the belt elements 23, 25 (the width direction of the
diaper 1). This gives these belt elements 23, 25 stretching properties in
its longitudinal direction, that is, in the width direction of the diaper
1. 15 === Manufacturing Equipment 30 of Wearing Article 1 ===  [0053] FIGS.
5A and 5B are layouts of the manufacturing equipment 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. 5A, 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.
5B, 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 is, 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  17 equipment 30 in the width direction.The
half-completed products of the diaper 1 mainly flows downstream in the MD
direction on the line center LC, and are processed during the processes, to
be completed products of the diaper 1. 5[0055] As shown in FIGS. 5A and
513, this manufacturing equipment 30 produces the above-mentioned diaper 1,
from raw material to finished product, using a sheet member such as a
nonwoven fabric and a pulp sheet as a material, and includes five units Ul,
U2, 03, 04, and 05. 



10[0056] In these units Ul, 02, ... U5, the following eight processes are
performed: a first process in which pulverized pulp is shaped into the
absorbent body 11; a second process in which the absorbent body 11 is
sandwiched between the surface sheet member 12 and the back face sheet
member 15, and a 15 continuous body of the absorbent main body 10 is
formed; a third process in which at least a part of the belt elements 23,
25 constituting the waist-belt section 20 are produced; a fourth process in
which the continuous body of the absorbent main body 10 is severed and the
absorbent main body 10 is 20 produced; a fifth process in which the pair of
belt elements 23, 25 is 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 superpose; a seventh
process in which the superposing belt 25 elements 23, 25 are joined 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 every waist-belt section 20 to
form the diaper 1. The first process is performed in the unit 02, 30 the
second process is performed in the unit 03, the third process is performed
in the unit 05, and the remaining fourth process to the eighth process are
performed in the unit 04. [0057] More specifically, as the above-mentioned
five units 01, 02, ... 05, the manufacturing equipment 30 includes: (1) a
35 pulverized-pulp-producing unit 01 that pulverizes a pulp sheet  18 31
and produces pulverized pulp; (2) an absorbent-body-shaping unit U2 that
shapes the pulverized pulp into the absorbent body 11, and places the
absorbent body 11 at a certain pitch in the MD direction on the surface
sheet member 12 (corresponding to a 5 first sheet member) that continues in
the MD direction (corresponding to a flow direction), (3) an
absorbent-mainbody-forming unit 03 that causes the back face sheet member
15 (corresponding to a second sheet member) that continues in the MD
direction and the surface sheet member 12 on which the 10 absorbent body 11
is placed to superpose, and forms the continuous body of the absorbent main
body 10 that continues in the MD direction; (4) a joining unit 04 that
finishes the diaper 1 by joining the absorbent main body 10 obtained by
severing the continuous body of the absorbent main body 10 into 15 product
units and the belt elements 23, 25 of the waist-belt section 20 obtained by
processing the intermediate products 23m, 25m mentioned below; and (5) an
intermediate-productproducing unit U5 that produces the intermediate
products 23m, 25m of the belt elements 23, 25 using a nonwoven fabric 24 20
(corresponding to a third sheet member) as a material, and transports to
the joining unit 04 the intermediate products 23m, 25m that is in a state
of a continuous body along the MD direction. [0058] With this manufacturing
equipment 30, it is possible to 25 reduce the accuracy requirement of the
position adjustment between these units. Since it is possible to reduce a
time for 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 02 is placed is extended from
absorbent-body-shaping unit 02 to the absorbent- main-body-forming unit 03
and transferred to the absorbent- main-body-forming unit 03. Accordingly,
even if there is some 35 mismatch of a position adjustment between these
units U2, U3 in  19 constructing the manufacturing equipment 30, it will
not cause a serious problem because the mismatch is absorbed due to
flexible deformation of the surface sheet member 12. [0060] In a similar
manner, the absorbent main body 10 formed 5 by the
absorbent-main-body-forming unit U3 is in a state of a continuous body
along the MD direction, and is extended from the
absorbent-main-body-forming unit 03 to the joining unit 04 and transferred
to the joining unit 04. Accordingly, even if there is some mismatch of a
position adjustment between these 10 units 03, 04 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 absorbent main body 10. [0061] In a similar manner, the intermediate
products 23m, 25m 15 produced by the intermediate-product-producing unit U5
is in a state of a continuous body along the MD direction, and is extended
from the intermediate-product-producing unit 05 to the joining unit U4 and
transferred to the joining unit 04. Accordingly, even if there is some
mismatch of a position 20 adjustment between these units 05, 04 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 units Ul, 02, ... 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 is 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 Dl, 02, ... 135 associated with the base plate are placed and fixed.
It is possible to move the devices in an integrated manner on a unit basis.
A three-dimensional size of each of the units 01, 02, ... U5 is 35 set to a
size that a container according to the JIS or ISO 



20 standard can accommodate. [0063] Accordingly, at a time of the
construction, each of the units Ul, 02, ... U5 can be moved in an
integrated manner on a unit basis and can be accommodated in a container as
it is. 5 Therefore, it is possible to transport the units with containers
on a unit basis. In addition, when the units Ul, 02, ... 05 are transported
with containers, and are each set in a factory place in the destination,
the first to eighth processes performed by the units Ul, U2, ... U5 can be
10 performed immediately, without assembling devices in the units and
performing the position adjustment. Therefore, it is possible to shorten a
construction time for constructing the manufacturing equipment 30. [0064]
The details are as follows.When constructing the 15 manufacturing equipment
30, first, the equipment is substantially completed on a unit basis in
advance in a dedicated machine factory. The equipment is accommodated in
containers on a unit basis and transported to a factory place in the
destination. In the destination, the units Ul, 02, ... 20 05 are each set
in the factory place, and thereafter, the position adjustment between the
units, and the like is 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 Z1610 or Z1614  21 of JIS (Japanese Industrial
Standards), or ISO (International Organization for Standardization). In the
present embodiment, each of units Ul, 02, ... 05 is formed with a length in
the fore-and-aft direction of 2100 mm, a height of 2200 mm, and a 



5 length in the CO direction 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 can accommodate these units 01, 02,
... U5. More specifically, a container is used whose interior dimensions of
10 the container are 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 FTC. 5A, a planar size of
each of the units Ul, U2, ... U5 is set in such a manner as a length Li 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
seeond direction) perpendicular to the fore-and-aft direction. This is for
the following purpose: to secure wide spaces in the CD direction  for
arranging devices, materials, and and simultaneously to shorten a 25
manufacturing direction in which the half-completed is transferred between
the units.  the like in the units, total length of the the fore-and-aft
product of the diaper 1 



As a result thereof,  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 increases the relative positioning accuracy of these devices as a
whole. Therefore, it is 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  22
surface sheet member 12, the continuous body of the absorbent main body 10,
the intermediate products 23m, 25m of the belt elements 23, 25, or the
like. [0067] Incidentally, it is acceptable that, at a time of the 5
construction, when units Dl, U2, ... U5 are placed on a foundation G of the
factory place, the units 01, 132, ... 135 are each installed and fixed on
the foundation G with an anchoring member such as an anchor bolt and
thereby positional relationship after the position adjustment is maintained
in the 10 long term. However, in the present embodiment, a connecting
member (not shown) connects, in sequence, units adjacent to each other in
the fore-and-aft direction so as to maintain the positional relationship
after the position adjustment. More specifically, the connecting member is
a member that is made of 15 a shaped steel, for example, and that is
inserted into a gap S between the base plates (see FIG. 53) in order to
connect base plates adjacent in the fore-and-aft direction. Both end
sections of the connecting member in the fore-and-aft direction are fixed
onto the base plate by screwing and the like. While 20 not shown in FIGS.
5A and 53, the 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 base 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 Dl, U2, ... 135 become in a state in
which they cannot individually move. However, as a matter of course, if the
connecting member is removed, the units Ul, 02, ... 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 Ul,
02, ... 05 to be positioned lower, the processing accuracy of the unit can
be increased.The details are as follows.Generally, to increase positioning
accuracy of 5 objects positioned in a low place is easier than in a high
place. In this example, on the above-mentioned base plates 91, 92, 95,
devices of the units Ul, 02, ... 05 in which the respective base plates are
included are directly placed and fixed. Accordingly, the processing
position (pass-line) of 10 each of the devices can be positioned lower
without using unnecessary legs, etc. at a portion positioned lower than the
processing position (pass-line). As a result, it becomes possible to
increase the processing accuracy of each of the devices. 15[0069] Further,
since devices can be directly placed on top faces of the base plates 91,
92,95, it is possible to prevent deterioration of the processing accuracy
of the devices, the deterioration being likely to occur when the devices is
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 processing
accuracy of the devices by increasing the positioning accuracy of the
devices. [0070] The units Ul, U2, ... 05 are described below. [0071] (1)
Pulverized-Pulp-Producing Unit Ul 35On the base plate 91 of the
pulverized-pulp-producing unit 



24 01, a pulverizer 33 is placed and fixed.The pulverizer 33 pulverizes the
pulp sheet 31 and produces pulverized pulp. The pulverized pulp is supplied
to a layering drum 42 of the absorbent-body-shaping unit 02, which is
described later, 5 through a pulp supplying duct 39. Besides, in the pulp
supplying duct 39, a supplying apparatus of superabsorbent polymer (not
shown) is provided, and the superabsorbent polymer is mixed while
pulverized pulp is passing through the pulp supplying duct 39. 10[0072] (2)
Absorbent-Body-Shaping Unit U2     The absorbent-body-shaping unit 02
produces the surface sheet member 12. On the surface sheet member 12, the
absorbent-body-shaping unit 02 places the absorbent body 11 made of
pulverized pulp and the like. 15[0073] The nonwoven fabric 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 BMA) 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 changed to the MD direction by a turn roller
41 (FIG. 6D). Before placing 30 the absorbent body 11 in this manner, HMA
is 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 member 47 that is placed and fixed on the
base plate 92. The surface sheet member 12 is rolled in the C shape in such
a manner as to cover the both end sections of the absorbent body 11 in the
width direction (FIG. 5 6F). While the surface sheet member 12 being rolled
in the C shape, the absorbent body 11 is pressed down by a pressing roller
48 that is placed and fixed on the base plate 92, to stabilize the shape of
the absorbent body 11. [0076] the surface sheet member 12 in which the
absorbent body 10 11 is stabilized is extended between the units 02, 03 by
a guide roller 49 located on a most downstream side of the
absorbent-body-shaping unit 02 and a guide roller 50 located on a most
upstream side of the absorbent-main-body-forming unit 03 to be described
later, and is transported to the absorbent- 15 main-body-forming unit 03.
In the portion extended between these units 02, 03, 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 20The absorbent-main-body-forming unit
03 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 absorbentbody-shaping
unit 02 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 processes: a process in which a
rubber thread 18 that is necessary for an inside around-leg 



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  26 width
direction is folded. Thus, the inside around-leg gather section is formed
(FIGS. 70 to 7G). Also, a rubber thread 19 that is necessary for an outside
around-leg gather section in the width direction is fixed with HMA (FIG.
7H), and as a 5 result, the back face sheet member 15 is completed.  [0079]
Thereafter, a surface of the back face sheet member 15 on a side closer to
the leakage-proof sheet 16 and a surface, on a side closer to the absorbent
body 11,of the surface sheet member 12 transported from the
absorbent-body-shaping unit U2 10 superpose, and these surfaces adhere to
each other with HMA (FIG. 71). Further, the both end sections of the back
face sheet member 15 in the width direction are folded toward the surface
sheet member 12 (FIG. 7J), and are affixed in such a manner as to keep the
both end sections folded with HMA applied 15 to the surface sheet member 15
(FIG. 7J). Accordingly, the absorbent main 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 03, 04 by a guide roller 59
located 20 on a most downstream side of the absorbent-main-body-forming
unit U3 and a guide roller 60 located on a most upstream side of the
joining unit U4 to be described later, and is transported to the joining
unit 04. In the portion extended between these units 03, 04, a weight of
the continuous body of 25 the absorbent main body 10 is supported by only
its tension. [0081] (4) Joining Unit 04      On the base plate 94 of the
joining unit 04, 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 03, 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  27 continuous body
of the absorbent main body 10 into the absorbent main body 10, with a
cutter roll 63 positioned opposite the outer circumferential face. The
orientation of the severed absorbent main body 10 is turned 90, and the
both 5 end sections 10a, 10b that has been newly formed by the severing is
set in the CD direction. In addition, the continuous body of the belt
elements 23, 25 of the waist-belt section 20 transferred from the
intermediate-product-producing unit US to be described later is
respectively pressed to and 10 joined with the both end sections 10a, 10b
by a pair of pressure rollers 64, 64 lined up in the CD direction. Thus, a
joined body la that is substantially in a ladder-like shape is produced.
[0083] The two-folding guiding member 66 is a rod extending 15 vertically
for example, and curves more backward at an upper portion thereof. The
two-folding guiding member 66 abuts a middle portion of the both end
sections 10a, 10b of the absorbent main body 10 in the joined body la, so
that the substantially ladder-like joined 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 la 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 opposing 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  28 welded-and-joined sections in the
to-be-joined portion, into product units of the diaper 1. [0085] (5)
Intermediate-Product-Producing Unit U5 



The intermediate-product-producing unit U5 produces the 5 intermediate
products 23m, 25m of the belt elements 23, 25 using the nonwoven fabric 24
as a material, and transports to the joining unit U4 the intermediate
products 23m, 25m that is in a state of a continuous body along the MD
direction. [0086] The nonwoven fabric 24 is unwound from backward in the 10
CD direction, and is slit into two by a slitter 72 that is placed and fixed
on the base plate 95. After the direction to flow of these two nonwoven
fabrics 24, 24 is changed to the MD direction by turn rollers 73a, 73b, a
plurality of rubber threads 26 are placed with stretching along the MD
direction. 15 Thereafter, the nonwoven fabrics 24, 24 are each folded in
two by a two-folding guiding member 74 placed and fixed on the base plate
95. Accordingly, the nonwoven fabrics 24, 24 each become in two layers
having the rubber threads 26 therehetween. [0087] This nonwoven fabrics in
two layers are each the 20 intermediate products 23m, 25m of the belt
elements 23, 25 respectively. These two intermediate products 23m, 25m are
respectively 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 1J4, so
that the intermediate products 23m, 25m are extended between these units
U5, 04 and transported to the joining unit U4. In the portion extended
between these units U5, 04, 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 joining unit U4 in this
manner 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 04.  29 Thus, the
rubber threads 26 are affixed to the nonwoven fabric 24, and the
intermediate products 23m, 25m become the above-mentioned continuous bodies
of the belt elements 23, 25. These two belt elements 23, 25 are transferred
to the above-mentioned 5 joining apparatus 61, and joined to the absorbent
main body 10. 



=== Other Embodiments ===    [0089] Above, the embodiments of the invention
are described. However, the invention is not limited to the embodiments,
and 10 the following variations are possible. [0090] In the above-mentioned
embodiments, the base plates 91, 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-mentioned embodiments, the five units Ul, 02, ... 05 are provided,
but the number of units is not limited thereto. For example, it is also
acceptable that another unit U6 is provided between the joining unit 04 and
the 20 intermediate-product-producingunit05,andthatthe intermediate
products 23m, 25m transported from the intermediate-product-producing unit
05 is further processed to add a component thereto and sent to the joining
unit 04.  30 CLAIMS 1. A manufacturing equipment of a wearing article
including an absorbent main body and a waist-belt section, the absorbent 5
main body having an absorbent body that absorbs fluid and being applied to
a crotch, the waist-belt section covering a waist around, comprising: a
plurality of units that are movably arranged on a unit basis, 10between
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, 



15whose 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 20a 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, 25a 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,
30a 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-  31
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. 5 



2. A manufacturing equipment of a wearing article according to claim 1,
wherein     between at least one pair of the units among the plurality of
units, the half-completed product of the wearing article is 10 transferred
by continuously extending the half-completed product between the pair of
units and transporting the half-completed product.       3. A manufacturing
equipment of a wearing article according to 15 claim 1 or 2, further
comprising     an absorbent-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 joining 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  32
continuous in the flow direction, wherein 



the first sheet member on which the absorbent body is placed is extended
from the absorbent-body-shaping unit to the absorbent-main-body-forming
unit and transferred to the 5 absorbent-main-body-forming unit, and
in the extended portion, weights of the absorbent body and the first sheet
member are supported by only tension of the first sheet member. 10 5. A
manufacturing equipment of a wearing article according to claim 4, further
comprising      a pulverized-pulp-producing unit that pulverizes a
sheet-like pulp and produces the pulverized pulp, wherein               the
pulverized pulp is supplied to the absorbent-body15 shaping unit. 6. A
manufacturing equipment of a wearing article according to any of claims 1
to 5, further comprising        an intermediate-product-producing unit 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 is 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. V. 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  33 main body being formed by severing
the continuous body of the absorbent main body into a certain length in the
flow direction. 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, 15the 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. 


