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DESCRIPTION
1. TECHNICAL FIELD

[0001] The present invention relates to the field of absorbent articles, in particular to baby 
diapers or adult incontinence products. More specifically, the invention relates to belts or side 
panels of these absorbent articles, which serve to fasten the diapers or incontinence products 
to a wearer.

[0002] Absorbent articles of this kind usually comprise an absorbent structure including a back 
sheet, a top sheet and an absorbent core situated there between. The top sheet is intended to 
be directed towards the user when the absorbent article is worn. To fasten the absorbent 
articles around the waist of a wearer, a fastening system is provided on the absorbent 
structure, typically in the form of a belt system or in the form of side panels. Conventionally, the 
belts or side panels extend laterally from the absorbent structure such that they can be 
connected to one another, or to a landing zone on the absorbent structure, in order to fasten 
the absorbent article to the wearer.

[0003] It is desired that the belts or side panels of the absorbent articles provide, on the one 
hand, a comfortable fit to the wearer, in particular when it comes to wearing adult incontinence 
products, in particular by bedridden people, but, on the other hand, provide a secure and tight 
fit to accommodate for different activity levels of the wearer. Accordingly, different concepts of 
providing the belts or side panels for absorbent articles have been proposed.

2. BACKGROUND OF THE INVENTION

[0004] Absorbent articles, in particular adult incontinence products, are worn by the respective 
wearer typically over a considerable period and on a day-to-day basis. Accordingly, a 
comfortable fit of the absorbent article is crucial in order to increase the well-being of the 
wearer. In the case of adult incontinence products, absorbent articles that are worn around the 
lower part of the trunk are usually used by bedridden people, in particular elderly people. 
Depending on their mental state and activity level, different types of incontinence products are 
usually used to accommodate for the wearer's specific needs. Incontinence products that are 
applied to bedridden people are usually applied to the wearer by nursing staff or other 
caretakers.

[0005] Accordingly, a balance has to be found between a tight fit of the incontinence product in 
order to reduce the occurrence of leaks or shifting of the absorbent article due to movements 
of the wearer, the actual wearing comfort in order to increase the well-being of the wearer of 
the product, and a good applicability to facilitate convenient, quick and trouble-free application 
of the incontinence product, in particular by nursing staff or other caretakers. The belts or side 
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panels play an important roll in this respect as they are the elements actually actuated and/or 
manipulated by nursing staff or caretakers. Accordingly, it is important to improve reliability and 
manufacturing efficiency and product quality in this respect.

[0006] In order to accommodate for the different positions of a wearer during the day-to-day 
use of incontinence products, JP 09-154884 A proposes a disposable diaper having, included 
in a side panel, an expandable part at the base ends of the respective side panels. The 
expandable part serves to accommodate different wearing positions in order to increase the 
tight fit of the diaper.

[0007] EP 1 269 949 A2 relates to a method of making a winged absorbent article. According 
to this method, a web of wing- making material is fed together with the chassis of the 
absorbent article and folded wing portions are severed from the web of wing-making material 
and are attached to the chassis .

[0008] EP 1 004 285 A1 relates to a process for applying discrete web portions to a receiving 
web. According to this disclosure, a web is fed into a web transfer apparatus at a certain 
speed, and the web is then cut into web portions and applied to a receiving web.

[0009] US 5,540,796 describes a technique for forming an elasticized article including the 
steps of providing first and second webs of elasticized side panel material. The side panel 
material is constructed to be elastically stretchable at least along an appointed lateral cross 
direction. At least one first fastener is attached to the first web of side panel material, and at 
least one second fastener is attached to the second web of side panel material. A web of 
bridge material is provided with first and second side edge regions thereof. The first web of 
side panel material is attached to the first side edge region of the web of bridge material, and 
the second web of side panel material is attached to the second side edge region of the web of 
bridge material. The second web of side panel material is arranged to provide a cross­
directional alignment between at least one corresponding, laterally opposed pair of the first and 
second fasteners. The web of bridge material and the first and second webs of side panel 
material are divided to provide at least one composite bridge assembly having a bridge 
member interconnecting a laterally opposed pair of first and second side panel members. The 
composite bridge assembly is secured to an appointed article web with the first and second 
side panels of the laterally opposed pair of side panel members located at opposite side 
regions of the article web.

[0010] US 5,876,531 describes a method for forming a plurality of fastener components 
comprising providing a composite web which includes a web of hook material. The hook 
material includes a hook base layer which has a longitudinally extending medial section located 
between first and second, laterally opposed, longitudinally extending side sections of the web 
of hook material. Each of the side sections has a plurality of hook elements which are integrally 
formed with the base layer and extend away from a base plane of the hook base layer, and the 
hook elements are configured to operably engage a selected, cooperating loop material to 
provide an operative fastening. The medial section has a relatively lower density of the hook 
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elements per unit area, as compared to the side sections. The web of hook material has an 
extending section of carrier web material attached to extend laterally outboard from each of the 
side sections of the web of hook material. Each section of carrier web material may have an 
extending web of panel material attached to extend laterally outboard from each section of 
carrier web material. At least the web of hook material is divided along a serpentine division 
line which extends generally longitudinally along the web of hook material, and the composite 
web is selectively segmented to provide for the plurality of fastener components.

[0011] US 2002 193776 discloses an absorbent article having a belt comprising first and 
second belt halves. The belt halves are attached to or adapted to be attached to the back 
portion of the article and to the front portion of the article in such a way that the article 
assumes a pant-like shape.

3. SUMMARY OF THE DISCLOSURE

[0012] It is an object of the present invention to provide a method of manufacturing a belt or a 
side panel of an absorbent article which improves the efficiency of the manufacture as well as 
the quality of the resulting belt or side panel as well as of the resulting absorbent article. It is a 
further object of the present invention to provide an absorbent article with such a belt or side 
panel with improved quality and application characteristics.

[0013] These objects are achieved by a method of manufacturing a belt or a side panel 
according to claim 1 as well as by an absorbent article according to claim 11.

[0014] In this disclosure, the term "belt" is understood to mean an elongate structure that is 
used to fasten the absorbent article to a wearer. The belt is situated to be joined together 
around the waist of the wearer. Typically, the belt is fixedly attached to the absorbent article in 
a front portion or a rear portion and can be attached to the respective other of the front and 
rear portion of the absorbent article in order to fasten the absorbent article to the wearer. In 
order to attach the belt to the absorbent article, the rear part, or alternatively the front part, of 
the belt exhibits fixing devices that can be attached to the absorbent article or, in an 
alternative, to another belt. In the arrangement of the absorbent article fastened to the wearer, 
the belts form a part of the waist part of absorbent article. When putting on a belt diaper, the 
belt is fixed, in a first stage, around the waist of the wearer. The free transverse edge of the 
absorbent part of the diaper is then passed between the wearer's legs and is attached to the 
side of the belt facing away from the wearer. An example of an absorbent article in the form of 
a belted diaper, i.e. a diaper having a belt as a fastening structure, is shown in WO 
2006/065177 A1.

[0015] In this disclosure, the term "side panel" is understood to relate to a part of an absorbent 
article that is situated on the side of the absorbent article when the absorbent article is worn, 
constituting a substantial portion of a pants-like absorbent article. Typically, side panels are re- 
sealable such that the pants-like absorbent article can either be put on or taken off in the same 



DK/EP 2207511 T3

manner as regular pants, or, in an alternative, can be put on or taken off in the manner as 
conventional diapers. The side panel is typically directly attached to the absorbent portion of 
the absorbent article. Examples of diapers with side panels are shown in WO 03/082168 A1 or 
WO 03/094815 A1.

[0016] In other words, belts and side panels differ, inter alia, with respect to their dimensions. 
Belts have a rather elongate and usually rectangular configuration and have a length of 
typically half the circumference of the waist of the target wearer. Side panels have a somewhat 
complex shape, accommodating sections of a leg hole along one of their edges and 
constituting a waist portion on another edge. The length of the side panels in the 
circumferential direction extends typically only between front part and rear part of the footprint 
of a top sheet and/or bottom sheet of the absorbent article and typically extends around one 
fourth of the circumference of the waist of the wearer. In the lateral direction, belts typically 
have a considerably smaller dimension than side panels.

[0017] Accordingly, the method of manufacturing a belt or a side panel of an absorbent article 
comprises the steps of feeding a first web of material and a second web of material in the 
machine direction; cutting the first web of material along a cut line extending along the machine 
direction into at least a first web portion and a second web portion, cutting the second web of 
material along the machine direction and along a cut line into at least a third web portion and a 
fourth web portion providing a first elastic web material and a second elastic web material and 
feeding the elastic web materials in the machine direction; producing a first laminate by 
attaching the first elastic web material to the first web portion and the second web portion of 
the first web of material so as to bridge the cut line in order to provide for elasticity in the 
resulting laminate; producing a second laminate by attaching the second elastic web material 
to the third web portion and the fourth web portion of the second web of material, so as to 
bridge the cut line in order to provide for elasticity in the resulting laminate; and cutting two 
individual belts or side panels from the laminates along the cross machine direction, wherein 
the first and second laminate each have an attachment side for attaching the belts or side 
panels to a carrier web, and wherein the two laminates are registered with one another before 
being cut such that the attachment side of the second laminate extends slightly in the lateral 
direction over the lateral edge of the first laminate; and simultaneously cutting two individual 
belts or side panels from the registered laminates.
By the provision of a single web of material in the machine direction only, which is also the web 
of material that provides the main section of the belt or the side panel, and the subsequent 
cutting step of the web of material along the machine direction, a very precise feeding and 
manufacturing of the belt or side panel is enabled by the method. In particular, as the web of 
material has a constant width, the resulting belt or side panel also has a constant width, and 
the quality of the sections of the belt, made up from the web of material, have a constant 
quality, as they are made up from the same material.

[0018] As a result of the step of producing a laminate by reconnecting the two previously cut 
first and second web portions, the resulting laminate receives a very precise layout. In 
particular, as the first web portion and the second web portion stem from a single web of 
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material, they can easily be aligned in a parallel manner. Specifically, the web handling is 
improved as only a single web of material has to be fed and aligned in the machine.

[0019] A first lateral side section of the elastic web material is joined to the first web portion 
and the second lateral side section of the elastic web material is joined to the second web 
portion.

[0020] It is advantageous displacing the first web portion and the second web portion with 
respect to one another such that a gap is provided between the first web portion and the 
second web portion before the elastic web material is attached to produce the laminate, and 
the elastic web material is attached such that it bridges the gap. By the provision of such a gap, 
the elastic properties of the resulting belt or side panel can be precisely adjusted.

[0021] Nevertheless, in a further advantageous version of the method, the first web portion 
and the second web portion are held in close relationship with respect to one another, and the 
attachment positions of the first lateral side section and the second lateral side section on the 
first and second web portions are placed at a distance from the actual cut line. As the 
attachment positions, in which the elastic web material is actually attached to the first web 
portion and to the second web portion, are spaced apart from the cut line, a considerable 
section of the elastic web material can act elastically between the first web portion and the 
second web portion.

[0022] In a preferred embodiment, the elastic web material is elastic in the cross machine 
direction. Furthermore, in some applications, it can be advantageous that the elastic web 
material is essentially non-elastic in the machine direction, in particular such that it has the 
same elasticity as the web of material in the machine direction.

[0023] Preferably, in a further step, wing tabs are attached to one lateral side of the laminate at 
predetermined intervals . The dimensions of the predetermined intervals preferably correspond 
to the dimensions of the individual belt portions in the machine direction, such that at least one 
wing tab is situated on each individual belt.

[0024] In a preferred variant of the method, the elastic web material is fed in the form of a 
longitudinal strip of a cross machine dimension which is larger than the cross machine 
dimension of the gap. In particular, the cross machine dimension of the elastic web material is 
preferably smaller than the cross machine dimension of the web of material before it is cut.

[0025] It is preferred in the method that the first web portion and the second web portion, on 
the one hand, and the third web portion and the fourth web portion, on the other hand, are 
spaced apart from one another by the same amount, resulting in an equally spaced gap 
between the first web of material and the second web of material.

[0026] Furthermore, in a preferred variant, an elastic web material is fed in the machine 
direction and the elastic web material is cut along the machine direction into a first elastic web 
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portion and a second elastic web portion. The two laminates are registered with one another 
before being cut and two individual belts or side panels are cut simultaneously from the 
registered laminates.

[0027] Preferably, in the method, an absorbent structure, in particular including a back sheet, a 
top sheet and an absorbent core, is fed in the machine direction of the laminate and the 
individual belt portion or the individual side panel portion is attached to the absorbent structure.

[0028] The attachment of the individual belt structure or the individual side panel is preferably 
effected while travelling in the same direction as the absorbent structure such that they are 
moving at the same speed in the same direction.

[0029] Preferably, in order to increase the wearing comfort, the individual belt or the side panel 
are fixedly attached to the absorbent structure only on one of the lateral sides of the individual 
belt or the side panel. This enables using the belt or the side panel to be folded around a 
wearer. However, the other lateral side may be attached to the absorbent structure by a 
releasable bond in order to increase the production efficiency and the packaging efficiency.

[0030] It is preferred in accordance with another aspect of the invention that an absorbent 
article is provided, comprising at least two belts or side panels made in accordance with the 
method described herein.

4. BRIEF DESCRIPTION QF THE DRAWINGS

[0031] Various exemplary embodiments of the method will now be described in greater detail, 
by way of example only, with reference to the attached drawings, in which:

Figure 1 is a schematic perspective view of an exemplary method of manufacturing a belt or 
side panel of an absorbent article, providing one web of material and one elastic web material; 
Figure 2 is a schematic perspective view of another exemplary method showing two webs of 
material between which a single elastic web material is sandwiched and joined to the two webs 
of material;

Figure 3 is a schematic perspective view of a method of manufacturing two belts or side panels 
in accordance with the invention, using two webs of material and two elastic web materials, 
wherein one elastic web material is joined to the first web of material and a second elastic web 
material is joined to the second web of material;

Figure 4 is a schematic perspective view of another method for manufacturing two belts of side 
panels in accordance with the invention, using two webs of material and a single elastic web 
material, wherein the single elastic web material is cut into a first elastic web portion and a 
second elastic web portion, wherein the first elastic web portion is joined to the second web of 
material, and the second elastic web portion is joined to the first web of material;
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Figure 5 is a schematic perspective view of yet another method of manufacturing a belt or a 
side panel in accordance with the invention, using a first and a second web of material and 
three elastic web materials, wherein one elastic web material is joined to the first web of 
material and is substantially sandwiched between the first and the second webs of material and 
the two other elastic web materials are joined to the respective outer sides of the first and 
second webs of material;

5. DETAILED DESCRIPTION OF PREFERRED EMBODIMENTS QF THE DISCLOSURE

[0032] Preferred embodiments of the method of manufacturing of a belt or a side panel of an 
absorbent article will now be described in detail with reference to the drawings, wherein similar 
reference numerals identify similar or identical elements and repeated description of these 
features in the respective embodiments is omitted.

[0033] Figure 1 shows a schematic perspective view of a manufacturing method. A first web of 
material 1 is provided and is fed in the machine direction MD towards a cutting means 90, 
which is schematically shown in the Figure as a knife. The web of material 1 is cut by the 
cutting means 90 into a first web portion 10 and a second web portion 12. A gap 14 between 
the first and second portions 10, 12 is present, resulting from a slight displacement of the first 
web portion 10 and the second web portion 12 in the cross machine direction CD with respect 
to one another.

[0034] Accordingly, after having passed the cutting and displacement step, the first web portion 
10 and the second weh portion 12 are carried parallel to one another in the machine direction 
MD, and a gap 14 is present between the first web portion 10 and the second web portion 12.

[0035] It should be understood, however, that even though the cut is situated in the 
embodiment shown basically in the middle of the web of material 1, it could also be situated in 
any other suitable position across the width of the web of material . In particular, the cut could 
be situated, for example, in a position of 1/3, 1/4, 1/5 or 1/6 of the width of the web of material, 
or in any other suitable position.

[0036] An elastic web material 3 is provided which joins the first web portion 10 and the second 
web portion 12. The elastic web material 3 basically bridges the cut, or the gap 14, between 
the first web portion 10 and the second web portion 12.

[0037] In other words, the elastic web material 3 is joined to its first lateral side section 30 to 
the first web portion 10 of the web of material 1 and with its second lateral side section 32 to 
the second web portion 12 of the web of material 1. In this respect, it is to be understood that 
the position of the actual joint between the elastic web material 3 and the first web portion 10 
and the second web portion 12 might be in any suitable position on the web of material.
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Preferably, the joints are not necessarily situated on the lateral edges of the elastic web 
material, but rather towards the middle of the elastic web material to ensure a secure 
fastening. Accordingly, the elastic web material 3 bridges the gap 14 between the first web 
portion 10 and the second web portion 12 and, thus, reconnects the two previously cut-apart 
web portions 10, 12. In the method shown, at least the section of the elastic web material 3, 
which bridges the gap 14, acts as an elastic element which provides for elastic movement in 
the cross-direction CD in the resulting laminate 7. To be more specific, the section of the elastic 
web material 3 extending between the positions of the joints of the elastic web material with the 
first and second web portions 10, 12 serves as the elastic means. Accordingly, the laminate 7 
comprises the originally fed web of material 1, cut into a first web portion 10 and a second web 
portion 12, and re-connected by the elastic web material 3.

[0038] The handling of the laminate 7 and the manufacturing method are improved if the 
elastic web material 3 is only elastic in the cross machine direction CD, but is essentially non­
elastic in the machine direction MD. This is due to the fact that, in an arrangement in which the 
elastic web material 3 is essentially non-elastic in the machine direction MD, or, more 
preferably, has an elastic module in the machine direction which is identical to that of the web 
of material 1 in the machine direction, any wrinkling due to an elastic tension of the elastic web 
material 3 in the machine direction MD can be avoided. Nevertheless, if the elastic web 
material 3 is elastic in the cross machine direction CD, an elastic effect can be seen in the 
cross machine direction CD of the laminate 7.

[0039] In a preferred manufacturing step, wing tabs 6 are attached to the laminate, in 
particular to the outer lateral side of the first web portion 10, wherein the wing tabs 6 are 
spaced at intervals with respect to one another which essentially correspond to the MD 
dimensions of the individual belts 70 which are cut from the laminate 7. In particular, more than 
one wing tab can be situated on each individual belt, leading to a different pitch of the wing 
tabs.

[0040] In a subsequent step, the laminate 7 is cut in the cross machine direction CD into 
individual belts 70 or side panels. In particular, the individual cuts are carried out in the 
sections of the laminate 7 between the wing tabs 6 such that the wing tabs remain intact.

[0041] In a preferred step, an absorbent structure 8, which is shown in Figure 1 schematically 
in the form of a carrier web 8, is fed in the same direction as the laminate 7. Accordingly, the 
laminate 7 and the carrier web 8 travel in the same direction. The carrying speeds of laminate 
7 and carrier web 8 are distinct, but the speeds of the belt 70 and the carrier web 8 are 
preferably identical in the section in which the belts 70 are joined to the carrier web 8. The belt 
70 is then joined to the carrier web 8 on its attachment side 72, wherein the attachment side 72 
is situated opposite the side 74 of the belt 70 onto which the wing tabs 6 were placed.

[0042] This enables an efficient and continuous manufacture of absorbent articles. As belts are 
only situated in discrete portions of the carrier web, the speed of the laminate 7 is considerably 
lower than the speed of the carrier web 8.
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[0043] The process of bonding the belt 70 to the carrier web 8 may be carried out according to 
different methods. According to one preferred method, the carrier web 8 is the top sheet (or 
the back sheet) of the absorbent article thus manufactured. The belt 70 is placed in an 
overlapping, or partially overlapping, relationship onto the carrier web 8 and the attachment 
side 72 of the belt 70 is joined to the carrier web 8, e.g. by applying an adhesive or by heat 
bonding. In a subsequent step, the back sheet (or top sheet) is applied to the top sheet (or 
back sheet), sandwiching and joining the attachment side 72 of the belt 70 between them.

[0044] In another preferred method of attaching the belt 70 to the carrier web 8, the belt 70 
may be attached to the carrier web 8 by bending or folding the side 72 around one the edges 
80 of the carrier web 8, resulting in a situation in which the attachment side 72 of the belt 70 is 
situated on the opposite surface of the carrier web 8 than the remainder of the belt 70. This 
method is described e.g. in WO 99/37263 A1.

[0045] Both methods of bonding the belt 70 to the carrier web 8 can also be used in all 
following methods described below.

[0046] Returning to Figure 1, even though a gap 14 is shown between the first web portion 10 
and the second web portion 12, it is envisaged that in an alternative embodiment the first web 
portion 10 and the second web portion 12 are held in a close relationship with respect to one 
another such that only the cut itself is present at the position where the gap 14 is shown in 
Figure 1. The attachment positions of the first lateral side section and the second lateral side 
section on the first and second web portions, however, are placed at a distance from the actual 
cut line. In such an embodiment, the effective elastic portion of the elastic web material can be 
achieved by placing the points of attachment of the first lateral side section 30 and the second 
lateral side section 32 at a distance from the actual cut line. In other words, a sufficient section 
of elastic material is provided between the positions in which the elastic web material is bonded 
to the web of material, in order to provide for elasticity in the resulting laminate.

[0047] Figure 2 shows a schematic perspective view of another method of manufacturing a 
belt or a side panel of an absorbent article. A first web of material 1 is fed towards a cutting 
means 90, cutting the web of material 1 into a first web portion 10 and a second web portion 
12, providing, by displacement in the cross machine direction CD, a gap 14 between the first 
web portion 10 and the second web portion 12.

[0048] A second web of material 2 is also fed in the machine direction MD towards a second 
cutting device 92, cutting the second web of material 2 into a third web portion 20 and a fourth 
web portion 22, providing, by displacement in the cross machine direction CD, a gap 24 
between the third web portion 20 and the fourth web portion 22. The width of the gaps 14, 24 
in the cross machine direction CD are kept essentially at the same value.

[0049] An elastic web material 3 is fed between the first web of material 1 and the second web 
of material 2 and is joined to the first and second web portions 10, 12 such that its first lateral 
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side section 30 is joined to the third web portion 20 as well as with the first web portion 10. The 
second lateral side section of the elastic web material 3 is joined to the fourth web portion 22 
and to the second web portion 12.

[0050] The resulting laminate 7 sandwiches the elastic web material 3 between the first web 
material 1 and the second web of material 2 and the elastic web material 3 is joined to both 
layers of web material 1,2.

[0051] The method of attachment of the finally cut individual belts 70 to the carrier web 8 
corresponds to that shown and described with respect to Figure 1.

[0052] Figure 3 shows the present method of manufacturing two belts or side panels of an 
absorbent article simultaneously. The basic structure resembles that shown in and explained 
with respect to Figure 2. Nevertheless, in addition to the first elastic web material 3, a second 
elastic web material 4 is provided and fed in the machine direction MD. As can be seen in 
Figure 3, the second elastic web material 4 is placed on the second web of material 2, thus 
bridging the gap 24 between the third web portion 20 and the fourth web portion 22 and joining 
the third and fourth web portions 20, 22. The first elastic web material 3 and joins the first and 
second web portions 10, 12.

[0053] As a result, a first laminate 7 and a second laminate 9 having an elastic portion, 
provided by the first and second elastic web materials 3, 4 are formed. The two laminates 7, 9 
are not attached to one another but are in a fixed positional relationship with respect to one 
another, i.e. they are registered with one another. In particular, the attachment side 92 of the 
second laminate 9 extends slightly in the lateral direction over the lateral edge of the first 
laminate 7. After been cut, this results in a first belt 70 stemming from the first laminate 7 made 
of the first web of material 1 and the first elastic web material 3, and a second belt 90 
stemming from the second laminate made of the second web of material 2 and the second 
elastic web material 4. The belts 70, 90 are joined at attachment sides 72, 92 to the carrier 
web 8. The attachment sides 72, 92 are situated opposite to one another, resulting in a 
structure of a carrier web 8 with two belts 70, 90 attached to it, wherein the belts are joined to 
two opposite edges 80, 82 of the carrier web 8 such that the non-joined sides 74, 94 of the 
belts 70, 90 are free, or attached to one another by a releasable bond, to be extended around 
the hip of a wearer.

[0054] In other words, unlike in the method shown in Figure 2, the two laminates 7, 9 are not 
attached to one another but result in two separate belts 70, 90 which can be attached to the 
carrier web 8 in a fixed positional relationship (i.e. in a registered manner).

[0055] Nevertheless, in an alternative arrangement the first web of material 1 and the second 
web of material 2 may be joined together, resulting in a laminate in which the elastic web 
material 3 and the second elastic web material 4 are placed, in the section of the gap 14, 24, 
on top of one another. Thus, the gap 14 between the first web portion 10 and the second web 
portion 12 as well as the gap 24 between the third web portion 20 and the fourth web portion 
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22 are bridged by the second elastic web material 4. In addition to that, the gap 14 between 
the first web portion 10 and the second web portion 12 is bridged by the first elastic web 
material 3. This method results in a laminate 7 which has a high strength.

[0056] Figure 4 shows a perspective view of a further preferred method of manufacturing belts 
or side panels of an absorbent article. The two laminates 7 and 9 manufactured by this method 
essentially resemble those described with reference to the method described with respect to 
Figure 3. Nevertheless, in the method described, only a single elastic web material 3 is fed in 
the machine direction and is cut into a first elastic web portion 34 and a second elastic web 
portion 36. The elastic web material 3 is cut by a cutting means 94 which is schematically 
shown, by way of example only, as a knife.

[0057] The first elastic web portion 34 joins the first and second web portions 10, 12, 
substantially in the same manner as the first elastic web material 3 in Figure 3, and the second 
elastic web portion 36 joins the third and fourth web portions 20, 22, substantially in the same 
manner as the second elastic web material 4 in Figure 3.

[0058] In the embodiment shown in Figure 4, the second web of material 2 is shifted slightly in 
the cross machine direction CD with respect to the first web of material 1. Accordingly, the 
second laminate 9, in particular, the third web portion 20 and, thus, the attachment side 92, 
extends beyond the non-joined side 74 of the first laminate 7. The resulting belts 70, 90, 
however, have the same dimensions (length) in the lateral (cross machine} direction.

[0059] Figure 5 shows yet another schematic perspective view of still another preferred 
method. In the method, a third elastic web material 5 is fed in the machine direction MD and is 
joined to the lower surface of the second web of material 2. The first elastic web material 3 is 
joined to the upper surface of the first web of material 1 and the third elastic web material 5 is 
joined to the lower surface of the second web of material 2. Additionally, a second elastic web 
material 4 is sandwiched between the first web of material 1 and the second web of material 2 
and joined to both webs of material 1 and 2. The resulting laminate 7 has, accordingly, three 
layers of elastic web material and two layers of webs of material attached on top of one 
another, leading to a relatively strong laminate.
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Patentkrav

1. Fremgangsmåde til fremstilling af mindst to bælter (70) eller sidepaneler af 
en absorberende artikel, hvilken fremgangsmåde omfatter trinnene at fremføre 
en første bane af materiale (1) og en anden bane af materiale (2) i maskinret- 
ningen (MD);
at skære den første bane af materiale (1) langs en skærelinje, der strækker sig 
langs maskinretningen, i mindst en første banedel (10) og en anden banedel
(12),  at skære den anden bane af materiale (2) langs maskinretningen og langs 
en skærelinje i mindst en tredje banedel (20) og en fjerde banedel (22);
at tilvejebringe et første elastisk banemateriale og et andet elastisk banema­
teriale og at fremføre de elastiske banematerialer (3, 4) i maskinretningen;
at fremstille et første laminat (7) ved at fastgøre det første elastiske banema­
teriale til den første banedel og den anden banedel af den første bane af ma­
teriale, således at der dannes bro over skærelinjen for at tilvejebringe elastici­
tet i det resulterende laminat;
at fremstille et andet laminat (9) ved at fastgøre det andet elastiske banema­
teriale til den tredje banedel og den fjerde banedel af den anden bane af ma­
teriale, således at der dannes bro over skærelinjen for at tilvejebringe elastici­
tet i det resulterende laminat; og
at skære to enkelte bælter (70, 90) eller sidepaneler ud af laminaterne langs 
maskintværretningen (CD),
hvor det første og andet laminat (7, 9) hver har en fastgørelsesside (72, 92) til 
fastgørelse af bælterne (70, 90) eller sidepanelerne til en bærerbane (8), og 
hvor de to laminater sammenpasses med hinanden, før de skæres, således at 
fastgørelsessiden (92) af det andet laminat (9) strækker sig en smule i sideret­
ningen oversidekanten af det første laminat (7); og
samtidigt at skære to enkelte bælter eller sidepaneler ud af de sammenpas­
sede laminater.

2. Fremgangsmåde ifølge krav 1, hvor den første banedel og den anden ba­
nedel forskydes i forhold til hinanden, således at der tilvejebringes et mellem­
rum (14) mellem dem, før det første elastiske banemateriale tilsluttes, og at 
tilslutte det første elastiske banemateriale, således at det danner bro over mel­
lemrummet og skærelinjen; eller
hvor den første banedel og den anden banedel holdes i et tæt forhold i forhold
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til hinanden, og fastgørelsespositionerne af det første laterale sideafsnit og det 
andet laterale sideafsnit på den første og anden banedel anbringes med af­
stand til skærelinjen.

3. Fremgangsmåde ifølge et hvilket som helst af de foregående krav, hvor det 
første og andet elastiske banemateriale er elastiske i maskintværretningen 
(CD); og/eller
hvor det første og andet elastiske banemateriale er i det væsentlige ikke-ela- 
stiske i maskinretningen (MD).

4. Fremgangsmåde ifølge et hvilket som helst af de foregående krav, hvor vin- 
geflapper (6) til fastgørelse af bælterne eller sidepanelerne til en bærer fast­
gøres til mindst en lateral side af laminatet med forudbestemte mellemrum.

5. Fremgangsmåde ifølge krav 4, hvor målene afde forudbestemte mellemrum 
svarer til målene afde enkelte bælter ellersidepaneler i maskinretningen (MD), 
således at der er mindst en vingeflap på hvert enkelte bælte eller sidepanelet.

6. Fremgangsmåde ifølge et hvilket som helst af de foregående krav, hvor det 
første og andet elastiske banemateriale hver fremføres i form af en enkelt 
langsgående strimmel med et mål i maskintværretningen, der er større end 
målet i maskintværretningen af mellemrummet.

7. Fremgangsmåde ifølge krav 6, hvor målet i maskintværretningen af det før­
ste og andet elastiske banemateriale er mindre end målet i maskintværretnin­
gen af banen af materiale, før den skæres.

8. Fremgangsmåde ifølge et hvilket som helst af de foregående krav, hvor det 
første og andet elastiske banemateriale (3, 4) tilvejebringes ved at skære et 
enkelt elastisk banemateriale langs maskinretningen (MD) i en første elastisk 
banedel (34) og en anden elastisk banedel (36).

9. Fremgangsmåde ifølge et hvilket som helst afde foregående krav, hvor den 
første banedel og den anden banedel, på den ene side, og den tredje banedel 
og den fjerde banedel, på den anden side, anbringes med det samme stykke
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afstand til hinanden, hvilket fører til et mellemrum med lige store afstande mel­
lem den første bane af materiale og den anden bane af materiale.

10. Fremgangsmåde ifølge et hvilket som helst af de foregående krav, hvor en
5 absorberende struktur (8), især indbefattende en bagside, en overside og en

absorberende kerne, fremføres i maskinretningen, og de enkelte bælter eller 
de enkelte sidepaneler forbindes med den absorberende struktur.

11. Fremgangsmåde ifølge krav 10, hvor de enkelte bælter eller sidepaneler
10 fastgøres på en fastsiddende måde til den absorberende struktur udelukkende

på en lateral fastgørelsesside (72, 92) af det enkelte bælte eller sidepanel.

12. Fremgangsmåde ifølge krav 11, hvor den anden laterale side af bæltet el­
ler sidepanelet fastgøres til den absorberende struktur med en løsbar binding.

15
13. Absorberende artikel omfattende mindst to bælter eller sidepaneler, hvor 
de mindst to bælter eller sidepaneler er fremstillet i overensstemmelse med 
fremgangsmåden ifølge krav 1.
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