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“Pre-fastened and refastenable pant-type absorbent

sanitary article and method for manufacturing the same”

* kK k

TEXT OF THE DESCRIPTION
Technical Field

The present invention relates to an absorbent

sanitary article wearable in pant-form of the pre-
fastened and refastenable type, normally referred to as
"training pant".

The invention alsoc relates to a method for the
manufacturing of such an article.

Technological background

In recent years, interest has emerged in diapers
of the type commonly referred to as "training-pants".
When this product 1is extracted from the packaging 1t
has a conformation essentially similar to that of a
pair of pants. It is worn by sliding it on the legs of
the user according to criteria essentially similar to
those used for wearing pants. '

Training-pants typically include a central body
comprising an absorbent core and side panels which
extend laterally from the <central body so as to
complete the pant-type shape of the product. The side
panels are fitted with homologous distal edges designed
to be connected (pre-fastened) to one another to form
fastening regions. v

In the most recent products, the pre-fastened
fastening regions are openable and closeable, thus
allowing the product -sold in a closed pant condition-
to be selectively opened on each side.

A  technique for the manufacture of pant-type
absorbent products envisages the manufacture of
discrete flat products that advance in a continucus
manner along a direction parallel to the longitudinal

direction of the products. The discrete products are
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then subjected to a folding operation about an axis
transverse to the longitudinal axis of the products.

The document US6514187 describes a method and an
apparatus for the transverse folding of absorbent
products. In the solution described in this document
the homologous side panels are maintained separate from
each other during the folding operation. The mutual
coupling of the side fastenings for closing the product
is carried out in a subsequent stage of the manufacture
cycle, for example as described 1in the document
Use513221.

Other documents such as US87322925, US57335150,
Us7387148, EP-A-12894¢65, EP-A-2289466, EP-A-1284700
describe methods and equipment that can be applied for
the manufacture of absorbent products with refastenable
side fastenings.

A known solution envisages the inward folding of
the side panels, arranged with respective fastening

elements facing each other. In this way, when the

“article is folded transversely, the opposing fastening

elements are pressed against each other so as to
provide the pre-fastened configuration of the absorbent
article.

The document US-B-8221378 describes a solution
wherein the folded portions of the side panels are held
by temporary releasable welds, having a peel strength
less than the peel strength of the refastenable
fastening elements of the side panels.

This solution suffers from various drawbacks.
Indeed, the temporary welding that retains the folded
portions of the side panels limits the choice of
materials usable for the side panels to easily-weldable
materials that are compatible with each other. The
temporary welding may also ruin the material and

produce lacerations in the case in which it has a peel
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strength greater than the peel strength between the
refastenable fastening elements of the side panels. In
the case in which the temporary welding has too weak a
peel strength, the temporary connection between the
folded portions of the side panels could open during
the manufacturing method, causing release of the side
panels and the non-fastening of the side panels during
the transverse folding of the articles. '

Summary of the invention

The object of the present invention is to provide
a solution in order to overcome the drawbacks of the
prior art.

According to the present invention, this object 1is
achieved by an absorbent sanitary article and a method
for its manufacture having the characteristics forming
the subject of the claims included.

The claims form an integral part of the teaching
provided herein relation to the invention.

Brief description of the drawings

The present invention will now be described in
detail with reference to the attached drawings,
provided purely by way of non-limiting example,
wherein:

- Figure 1 is a plan view of a first embodiment of
a pant-type sanitary absorbent article according to the
invention in its extended configuration,

- Figure 2 is a cross section of a lateral zone of
the absorbent product of Figure 1 1in a folded
configuration,

- Figure 3 1is a cross section similar to Figure 2
illustrating the side panels. in the open configuration,

- Figure 4 1is a schematic view 1illustrating a
method for the manufacture of sanitary absorbent
articles according to the present invention,

- Figure 5 1is a schematic view 1illustrating a
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second embodiment of the method according to the
invention,

- Figure 6 is a schematic perspective view
illustrating some steps of the method of Figure 5,

- Figure 7 is a schematic view illustrating a
third embodiment of the method according to the
invention,

- Figure 8 1is a schematic perspective view of a
second embodiment of a pant-type absorbent sanitary
article according to the invention in its extended
configuration and with the side panels folded, and

- Figure 9 is a cross section along the line IX-IX
of Figure 8.

Detailed description

In the following description, various specific
details are illustrated, aimed at. a thorough
understanding of the embodiments. The embodiments éan
be implemented without one or more of the specific
details, or with other methods, components, materials,
etc. In other cases, structures, materials, or known
operations are not shown or described in detail to
avoid obscuring the various aspects of the embodiments.

The reference to "one embodiment" within the
framework of this description is to indicate that a
particular configuration, structure or characteristic
described in relation to the embodiment is included in
at least one embodiment. Therefore, phrases such as "in
one embodiment” that may be present in different points
of this description, are not necessarily referring to
the same embodiment. Furthermore, =~ particular
conformations, structures or characteristics may be
combined 1n an appropriate way 1n one or more
embodiments.

The references used herein are for convenience

only and therefore do not define the scope of
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protection or the scopé of the embodiments.

With reference to Figures 1-3, 10 1indicates an
absorbent sanitary article wearable in pant-form.
Figure 1 shows the sanitary article 10 in an extended
position, i.e. before being folded around its central
transverse axis A to obtain the folded configuration in
which the article 10 is packaged and sold. Figures 2
and 3 show side portions of article 10 in the folded
configuration. Article 10 comprises'a central body 12
having two opposite side edges 14, a front walst
portion 16, a back wailst portion 18 and a crotch
portion 19 located between the front waist portion 16
and the back waist portion 18.

With reference to Figures 2 and 3, according to
conventional methods in the field, the central body 12
comprises an absorbent core 20 which is enclosed like a
sandwich between a topsheet 22 and a backsheet 24. The
topsheet 22 is at least partially permeable to bodily
fluids and has an inner surface 26 intended to face
towards the user's body. The backsheet 24 is impervious
to liquids and 1is intended to face towards the
exterior, or rather towards the user’s clothing.

In one embodiment, the article 10 comprises two
front side panels 28 and two rear side panels 30 which
extend from respective side edges 14 of the central
body 12. The front and rear side panels 28, 30 may be
permanently attached to the respective front and rear
waist portions 16, 18 of the central body 12 or may be
part of the lateral extensions of the topsheet 22 or
the backsheet 24 or both. Furthermore, said lateral
panels 28, 30 may or may not present characteristics of
elasticity in the transverse direction.

It is underlined that the connotations "front" and
"rear" arevused herein only to distinguish the two ends

from each other, and therefore has no specific
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relevance regarding the manner in which the product is
finally worn.

In one embodiment, in the configuration in which
the article 10 1is produced and sold, the front side
panels 28 have respective first folded portions 28a
(Figure 2) folded inwardly along their respective fold
lines 32 (Figure 1).

In one embodiment, the rear side panels 30 are
folded according to an essentially S-shaped
configuration and have respective first folded portions
30a, folded inwardly along respective first fold lines
34. The rear side panels 30 also have respective second
folded portions 30b, folded along second fold lines 36
on respective first folded portions 30a.

The front and rear side panels 28, 30 are
connected together by means of an openable and
refastenable fastening device 38. Each openable and
refastenable fastening device 38 comprises at least one
fastening element 40 fixed on one of the side panels
28, 30 and cooperating with a facing surface 42 of the
othér side panel 28, 30 or with a complementary
fastening element fixed on the other side panel 28, 30.

Each fastening element may comprise a single
section or multiple sections of fastening elements. The
fastening elements may comprise any refastenable
fastening suitable for absorbent articles, such as
adhesive fastenings, mechanical fastenings or similar.

In one embodimént, each openable and refastenable
fastening device 38 comprises a fastening element 40
with microhooks fixed to the rear side panel 30 and
which engages a surface 42 of the front side panel 28
in a separable way. In this embodiment, the surface 42
of the side panel 28 is constituted of a material (e.qg.
non-woven) suitable for coupling with the microhook

fastening element 40 1in an openable and refastenable
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manner.

The complementary fastening elements 40, 42 of
each openable and refastenable fastening device 38 are
located on respective opposite surfaces of the
respective side panels 28, 30, and are facing each
other, as represented in Figure 2. In this way, when
the absorbent article 10 is folded in two along the
transverse folding line A, the fastening elements 40,
42 will be situated 1in front of each other, and
therefore able to connect to each other by means of a
simple contact pressure.

Still with reference to Figures 1-3, the central
body 12 of article 10 comprises two barrier leg cuffs
44 fixed to the inner surface 26 of the topsheet 22.
The barrier leg cuffs 44 are configured to provide a
barrier to the transverse flow of body exudates. The
barrier leg cuffs 44 are usually formed of elastic or
elasticized material, and extend in the longitudinal
direction, parallel to the respective side edges 14 of
the central body 12. The barrier 1leg cuffs 44 are
secured to the topsheet 26 by means of welding ends 46
and via longitudinal welding lines 48 (Figure 1). In
one embodiment, the longitudinal welds 48 only extend
at the front walist portion 16 and the back waist

portion 18, whereby the barrier leg cuffs 44 are

detached from the topsheet 44 in the crotch area 19.

The barrier leg cuffs 44 apply an elastic force between
the front waist portion 16 and the back waist portion
18 so that the sanitary article 10 tends to assume the
characteristic pant-shape. The barrier leg cuffs 44 are
positioned adjacent to respective side edges 14 of the
central body 12 and can extend longitudinally along the
entire length or Jjust a part of the length of the
central body 12.

The construction methods and embodiments of the
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barrier leg cuffs 44 are generally well known to those
skilled 1in the art and are described 1in documents
US4695278, US4704116 and US4795454.

With reference to Figures 2 and 3, each barrier
leg cuff 44 has an outer side portion 50 detached from
the surface 26 of the topsheet 22, so as to form a
laterally outwards-opening pocket 52. The pocket 52 1is
configured to receive and retain a respective inner
edge 54, 56 of the folded portions 28a, 30a, 30b of the
respective side panels 28, 30. |

In one embodiment, each barrier leg cuff 44
retains a front side panel 28 and a rear side panel 30
in a folded position. The article 10 could comprise a
single pair of front 28 or rear 30 side panels. In this
case, each barriefwleg cuff 44 would only retain one
side panel 28 or 30 in a folded configuration.

The pockets 52 formed by the laterally projecting
portions 50 of the barrier leg cuffs 44 retain the side
panels 28, 30 in a folded position and avoid the need
to provide temporary welds on the folded portions Z28a,
30a, 30b of the side panels designed to break at the
act of opening of the sanitary article 10.

As is illustrated in Figure 2, the pockets 52 hold
the side panels 28, 30 in a folded position during the
method of manufacturing of the sanitary article 10 so
as to allow the mutual engagement between the fastening
elements 40, 42 as a result of a contact pressure. On
the other hand, as shown in Figure 3, the pockets 52
release the side panels 28, 30, without resistance, at
the moment of opening of the sanitary article 10.

In Figures 8 and 9, a further preferred embodiment
of the absorbent sanitary article 10 according to the
present invention is illustrated. The elements
corresponding to those previously described are

indicated by the same reference numerals.
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In this further embodiment, the pockets 52 are
formed by directly Jlaminating at least one sheet
material 180 on the topsheet 22. In particular,  two
strips of sheet material 180 may be laminated onto the
absorbent article 10, which can be connected directly
to the inner surface 26 of the topsheet 22. In the case
wherein elasticized barrier leg cuffs 44 are present,
the strips of sheet material 180 may be indirectly
connected to the inner surface 26 of the topsheet 22
through said barrier leg cuffs 44. In this case, the
two strips of sheet material 180 may be laminated on
the upper surface 45 of the barrier leg cuffs 44 which
in use 1is typically directed toward the user's body.

The sheet material 180 has an outer side portion
184 partially detached from the surface 26 of the
topsheet 22, or, 1if the barrier leg cuffs 44 are
present, as in the embodiment illustrated in Figures 8
and 9, from the upper surface 45 of the respective cuff
44, so as to form laterally outwards-opening pockets
52. The pockets 52 are produced by combining the outer
side portion 184 of the sheet material 180 respectively
to the upper surface 26 of the "topsheet 22 or the
barrier leg cuff 44 in a discontinuous manner.

In the further embodiment shown in Figures 8 and
9, the folded portions 28a, 30a, 30b of the respective
side panels 28, 30 are held in the folded position by
the pockets 52 which are formed by fixing the two
strips of sheet material 180 by means of welds 182 on
the respective barrier leg cuffs 44 in a discontinuous
manner. The welds 182 may be made using any method
normally used in the field (glues, ultrasound, thermal,
etc.). The composition of the materials of the
absorbent product 10 is not described in detail since
it is beyond the scope of the present invention. The

absorbent product 10 may be constructed with any form,
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components or materials known in the field.

In Figures 4, 5 and 7 three variants of a method
for the manufacture of an absorbent sanitary article 10
of the type previously described are illustrated. In
all the wvariants, the method for manufacturing the
articles 10 envisages the formation of a continuous
composite sheet which advances in a longitudinal
direction. The composite sheet 1s formed by a
continuous succession of blanks of articles 10 aligned
with each other in the longitudinal direction. In the
continuous composite sheet, the articles 10 are
oriented parallel to the direction of movement of the
belt. The continuous composite sheet is then cut in the
transverse direction to form discrete articles 10. This
manufacturing technique is known 1in the field of
absorbent products by the term "machine direction". v

In Figures 4, 5 and 7, inside the boxes or circles
surrounded by dashed and dotted lines, enlarged details
are shown of the composite sheet corresponding to the
steps of the method indicated by the corresponding
dashed and dotted lines.

With reference to Figure 4, a continuous sheet
forming the topsheet 22 is advanced along the
longitudinal direction. A first applicator 60 applies,
on the upper surface of the moving sheet 22, pairs of
rear side panels 30 in an extended position and spaced
from each other in the longitudinal direction. On the
rear side panels 30, fastening elements 40 have
previously been applied. A second applicator 62
applies, on the upper surface of the moving sheet 22,
pairs of front side panels 28 in an extended position
and spaced from each other in the longitudinal
direction. Between the applicators 60 and 62 the sheet
22 is supported by a first conveyor 64 with suction box
66.
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A first longitudinal folding device 68 folds the
second folded portions 30b of the rear side panels 30
about the second fold lines 36. The first longitudinal
folding device 68 may be of the type described in the
document W02011/104647.

The first composite sheet including the topsheet
22 and the side panels 28, 30 is supplied by a first
welding unit 70. .

A continuous sheet forming the backsheet 24 1is
advanced in a direction opposite to the direction of
advancement of the topsheet 22. On the upper surface of
the backsheet 24 absorbent cores 20, spaced apart in
the longitudinal direction, are applied. The second
composite sheet including the Dbacksheet 24 and the
absorbent cores 20 1s supplied to the first welding
unit 70.

The first welding unit 70 reverses the advancing
direction of the first composite sheet including the
topsheet 22 and the side panels 28, 30 and applies the
first composite sheet onto the upper surface of the
second composite sheet including the backsheet 24 and
absorbent cores 20. At the same time, the first welding
unit 70 welds together the topsheet 22 and the
backsheet 24 in the longitudinal direction. This
welding also welds the side panels 28, 30 to the
topsheet 22 and the backsheet 24.

Downstream of the first welding unit 70 the sheet
advances by means of a second conveyor 72 with suction™
box 74. At the output of the second conveyor 72, a
third conveyor 76, with suction box 78, 1s provided,
opposite to the second conveyor 72.

Downstream of the third conveyor 76 a second
longitudinal folding device 80 1is arranged which
carries out the folding of the first folded portions

28a of the first front side panels 28 about the folding
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line 32 and the folding of the first folded portions
30a of the rear side panels 30 about the folding lines
34. The second longitudinal folding device 80 may also
be of the type described in the document W02011/104647.
At the output of the second longitudinal folding device
80, the side panels 28, 30 are folded on the upper
surface of the topsheet 22.

Downstream of the second folding longitudinal side
80, the barrier leg cuffs 44 are supplied to the upper
surface of the topsheet 22 1in the form of two
continuous strips. The barrier leg cuffs 44 are applied
to the topsheet 22 so that the outer side edges 50 of
the barrier leg cuffs 44 partially cover the inner
edges of the folded side panels 28, 30.

A second welding unit 82 welds the barrier leg
cuffs 44 to the topsheet 22. The welding 1is carried out
leaving the outer side edge 50 of the barrier leg cuffs
44 detached from the upper surface of the topsheet 22,
so as to form the pockets 52 which retain the side
panels 28, 30 in a folded position.

Downstream of the welding unit 82 a continuous
chain of blanks of absorbent articles 10 1is obtained.
The continuous chain of blanks is cut 1n the transverse
direction by means of a transverse cutting unit 84
obtaining a continuous succession of discrete absorbent
articles 10 in extended form.

The discrete articles 10, initially in the
extended form, are then folded about respective
transverse folding lines A. In Figure 4 the numeral 86
indicates an apparatus for the transverse folding of
discrete products 10 initially 1n the extended
condition. The transverse folding apparatus 86 may be
of the type described in the international patent
application n. PCT/IB2012/000520.

As a result of the transverse folding, the front
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and rear waist portions 16, 18 of each article 10 are
superposed on each other. After folding, the fastening
elements 40, 42 are located in a position facing each
other and are susceptible to being joined to each other
under the action of a contact pressure.

It should be appreciated that as a result of
folding about the transverse axis A, and as a result of
the mutual connection between the fastening elements
40, 42 the product 10 assumes the conformation of a
garment wearable in pant-form.

Figure 5 shows a variant of the method according
to the invention. The elements corresponding to those
previously described are indicated by the same
reference numerals.

With reference to Figure 5, the side panels 28, 30
in an extended position are applied to the moving
topsheet 22, as in the method previously described.
After application of the side panels 28, 30 in the
extended position, the side panels are folded by means
of the first longitudinal folding device 68 and the
second longitudinal folding device 80.

After folding of the side panels, the barrier leg
cuffs 44 are applied and welded on the surface facing
towards the bottom of the topsheet 22. The application
and welding of the barrier leg cuffs 44 is as described
previously, with the formation of the pockets 52 which
retain the side panels 28, 30 in a folded position.

Then, the first composite sheet including the
topsheet 22, the folded side panels 28, 30 and the
barrier leg cuffs 44 is supplied to the welding unit 70
which overturns the first composite sheet.

The second composite sheet formed by the backsheet

24 and the absorbent cores 20 1s also fed to the

~welding unit 70.

The welding unit 70 applies and welds the first
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composite sheet including the topsheet 22, the folded
side panels 28, 30 and the barrier leg cuffs 44 onto
the second composite sheet including the backsheet 24
and absorbent cores 20.

At the output of the welding unit 70 a continuous
chain of blanks of articles 1is obtained, which 1is
transversely cut by the transverse cutting unit 84. The
individual articles in an extended position are then
folded in the transverse direction by the transverse
folding apparatus 86, as previously described.

Figure 6 schematically shows in a perspective view
the steps of: folding of the side panels 28, 30,
application of the barrier leg cuffs 44, overturning of
the first composite fabric and application of the first
composite sheet onto the second composite sheet.

Figure 7 shows a second variant of the method
according to the invention. The variant of figure 7
envisages, as in the method of Figure 5, the
application of the side panels 28, 30 in an extended.
position on the moving topsheet 22, the folding of the
side panels 28, 30 by means of the first longitudinal
folding device 68 and the second longitudinal folding
device 80 and the application of the barrier leg cuffs
44 on the topsheet 22. The Variént of Figure 7 differs
from the method of Figure 5 in the fact that between
the first longitudinal folding device 68 and the second
longitudinal folding device 80, a transfer belt 88 1is
arranged that does not use suction boxes.

It will be apparent to experts in the field that
the same methods described and illustrated
schematically in Figures 4, 5 and 7 may be
advantagééﬁsly used for the manufacture of the
absorbent article 10 of the embodiment shown in Figures
8 and 9, by simply providing, at the input of the
applicators 60 and 62 -responsible for applying
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respective rear 30 and front 28 panels- the topsheet 22
which may already be equipped with barrier leg cuffs
44, and applying the two sheet materials 180
immediately after having carried out the folding
operations of said rear 30 and front 28 panels, 1n such
a way that the second welding unit 82 can combine the
two strips of sheet material 180 onto the inner surface
26 of the topsheet 22 or, if the barrier leg cuffs 44
are present, on the upper surfaces 45 of the respective
barrier leg cuffs 44, producing joint (or weld) areas
182, as well illustrated in Figures 8 and 9. The weld
182 is produced by combining each sheét material 180 in
a discontinuous manner, leaving the outer side edge 184
of each strip of sheet material 180 detached from the
inner surface 26 of the topsheet 22 or, 1f present,
from the upper surfaces 45 of the respective barrier
leg cuff 44, so as to form the pockets 52 which retain
the side  panels 28, 30, in a folded position as
represented in Figures 8 and 9.

The method can also be easily modified by experts
so as to apply a single sheet material 180 to form the
pockets 52. |

Of course, without prejudice to the principle of
the invention, the details of constructioﬂw and the
embodiments may be varied widely with respect to those
described and illustrated without thereby departing
from the scope of the invention as defined by the

claims that follow.
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1. Pant-type pre-fastened and refastenable
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absorbent sanitary article, comprising:

- a central body (12) having two opposite side
edges (14) and including a topsheet (22) having an
inner surface (26), a backsheet (24), and an absorbent
core (20) sandwiched between the topsheet (22) and the
backsheet (24), wherein the topsheet (22) and the
backsheet (24) are welded together along a perimeter of
the central body (12), and wherein the central body
(12) is folded along a transverse folding line (A)
orthogonal to said side edges (14), and

- at least two side panels (28, 30) extending from
respective side edges (14) of said central body (12),
each of said side panels (28, 30) having at least one
folded portion (28a, 30a, 30b) that extends inwardly
from the respective side edge (14) and a fastening
element (40, 42) of an openable and refastenable
fastening device (38),

characterized in that it comprises at least one
strip of sheet material (180) fixed on said inner
surface (26) of said topsheet (22), wherein said at
least one strip of sheet material (180) has respective
outer side portions (50, 184) detached from the inner
surface (26) of the topsheet (22) and forming laterally
outwards-opening pockets (52) that receive and retain
respective 1nner edges (54, 56) of the respective
folded portions (28a, 30a, 30b) of the side panels (28,
30).

2. Article according to claim 1, characterized in
that it comprises two strips of sheet n@teriai (180)
fixed on said inner surface (26) of said topsheet (22),
wherein said strips of sheet material (44, 180) have
respective outer side portions (50, 184) detached from

the inner surface (26) of the topsheet (22) and form
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laterally outwards-opening pockets (52) that receive
and retain the respective: inner edges (54, 56) of the
respective folded portions (28a, 30a, 30b) of side
panels (28, 30).

3. Article according to claim 2, characterized in
that it comprises a pair of bparrier leg cuffs (44)
fixed on said inner surface (26) of said topsheet (22).

4. Article according to claim 3, characterized in
that, each of said strips of sheet material (180) 1is
fixed on an upper surface (45) of a respective barrier
leg cuff (44), wherein said strips of sheet material
{(180) have respective outer side portions (184)
detached from the upper surface (45) of the respective
cuff (44) and forming laterally outwards-opening
pockets (52) that receive and retain the respective
inner edges (54, 56) of the respective folded portions
(28a, 30a, 30b) of the side panels (28, 30).

5. Article according to claim 3, characterized in
that said strips - of sheet material (180) are
constituted by side portions (50) external to said
barrier leg cuffs (44), wherein said respective outer
side portions (5Q0) are detached from the inner surface
(26) of the topsheet (22) and form laterally outwards-
opening pockets (52) that receive and retain the
respective inner edges (54, 56) of the respective
folded portions (28a, 30a, 30b) of the side panels (28,
30).
| 6. Article according to.any one of the preceding
claims, characterized in that it comprises a first pair
of side panels (28) having one folded portion (28a) and
a second pair of side panels (30) having a first and a
second folded portion (30a, 30b) arranged 1in an S-
shaped configuration, an opénable and refastenable
fastening device (38) being arranged between mutually

facing surfaces of said folded portions (28a, 30b) of
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the first and second pair of side panels (28, 30).

7. Article according to claim 6, characterized in
that sald openable and refastenable fastening device
(38) comprises a microhook fastening element (40) fixed
to one of said folded portions (30b) and cooperating
with a facing surface (42) of the complementary folded
portion (28a) or with a fastening element fixed on the
folded complementary portion (28a).

8. Method for manufacturing a pre-fastened and
refastenable pant-type absorbent sanitary article,
comprising the steps of:

- advancing a continuous topsheet (22) along a
longitudinal direction,

- applying pairs of side panels (28, 30) to said

‘moving topsheet (22) in spaced apart positions in the

longitudinal direction,

- folding said side panels (28, 30) in the
longitudinal direction of said topsheet (22),

- applying at least one sheet material (180) in
the form of a continuous strip to said topsheet (22),

characterized in that said sheet material (180)

has respective outer side portions (50, 184) detached

" from the inner surface (26) of the topsheet (22) and

forming laterally outwards-opening pockets (52) that
receive and retain respective inner edges (54, 56) of
the respective folded portions (28a, 30a, 30b) of the
side panels (28, 30).

9. Method for manufacturing _a pre-fastened and
refastenable pant-type absorbent sanitary article,
comprising the steps of:

- advancing a continuous topsheet (22) along a
longitudinal direction, S

- applying pairs of side panels (28, 30) to said
moving topsheet (22) in spaced apart positions in the

longitudinal direction,
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- folding said side panels (28, 30) of said
topsheet (22) in the longitudinal direction,

- applying barrier leg cuffs (44) to said topsheet
(22) in the form of two continuous strips,

-~ characterized 1in that said barrier leg cuffs
(44) have respective outer side portions (50) detached
from the inner surface (26) of the topsheet (22) and
forming laterally outwards-opening pockets (52) that
receive and retain respective inner edges (54, 56) of
the respective folded portions (28a, 30a, 30b) of the
side panels (28, 30).
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