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(57) Abregée/Abstract:

Inner members formed by attaching absorbent cores to inner webs, longitudinally thereof with predetermined spaces between
the cores are folded on themselves along their center lines so that the cores partially lie on a first outer surface and partially lie
on a second outer surface opposed to the first outer surface. A pair of continuous outer webs having widths to cover the first and
second outer surfaces are provided with elastic members for leg-openings and waist-openings, and attached respectively to the
first and second surfaces to form a continuous laminate. Successively the laminate Is sealed and out at predetermined areas,
and individual disposable garments are produced.

AR .
ey . RN
et '\'l'.'.
AU ¥,
e [ [ [ 4
N
A

C an a d a http:vopic.ge.ca - Ottawa-Hull K1A 0C9 - atp.//cipo.ge.ca OPIC

OPIC - CIPO 191




2025117

ABSTRACT

Inner members formed by attaching absorbent cores to
inner webs longitudinally thereof with predetermined spaces
between the cores are folded on themselves along their center
lines so that the cores partially lie on a first outer
surface and partially lie on a second outer surface opposed
to the first outer surface. A pair of continuous outer webs
having widths to cover the first and second outex surfaces
are provided with elastic members for leg—openings and
waist-openings, and attached respectively td the first and
second surfaces to fdrm a continuous laminate. Successively
the laminate 1s sealed and cut atprédetermined areas, and

individual disposable garments are'produced.'
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METHOD FOR MANUFACTURING DISPOSABLE GARMENTS

BACKGROUND OF THE INVENTION

The present'invention relates to a method for
manufacturing disposable garments such as training
underpants for infant, incontinende underpants and so-called
sanitary underpants.

It is well known, for example, from the techniqués_as
disclosed in Japanese Patent Application DisClosure.Gazettes
Nos. 1982-77304 and 1982*117602'to.form such garments by-'
providing at least one ofurespective single continuous inner
and outer webs with elastic members forleg—openingsaﬁdfor
a waist-opening, intermittently'ﬁlacing'absorbent c0res‘
between said inner and outer webs longitudinally thereof so
as to form a continuous'laminate and cuttingéaidtlaminate’ 
transversely'thereof aiong prédetermined-lines.

Accordihg to the conventional -methods fér manufécturihg
such articles inclusive of theabdvé~identified pfio£ art,' 
a continuous laminate is folded in twoand'thenheat.sealed‘.
along the locationscorreSpondiﬁg'to latéral'sideiedgeé of 
individual articles as put on users, in drder to form front
and rear bodies of the individual articlés. '

With the aboVe~mentioned priorlart, however, it has

been difficult to fold the continuous laminate ihga neat.

manner even though'the folding is performed as the continuous
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laminate is being kept taut, because the continuous laminate
to be folded in two includes'the elastic members for the
leg~openings and for the waist-opening which are ready ﬁo
contract. In other words, the individual articles are
susceptible to partial floating, development of wrinkles and
misalignment of .front and rear bodies while the laminate 1s
heat sealed. As a result the individual articles tend to

have less neat appearance.

‘"It is an object of the present invention to provide a

[

method for manufacturing disposable garments wherein outer
webs are provided with elastic members for the leg~openings |
as well as for the waist-opening, on one hand, and inner
membexrs having inner webs and-cofes are'fOlded in two, on_ o

the other hand, and thereby the above—mentioned drawbacks

are overcome.

In order to achieve the object setforth above the
present invention comprises apreparation of'innér members
by attaching'abSorbent cores to ihner wébs at pre@etérmiﬁed '
spacings longitudinally of the inner webs. Each’of the
inner members is folded in two along its center line so‘that
one half of the core is located on a first outer surface of
the inner web and the other half is located on a second
outer surface of the inner web which is opposite to said
first outer surface.

'On the other hand each of two continuous outer webs



s825117

having a sufficient width to cover said first and second
outer surfeces 1s provided in pre-determined areas with
elastic members for leg-openings as well as waist-openings.

Said pre-determined areas of said outer members provided
with said elastic members are placed on said first and
second outer surfaces of said inner members to form continuous
laminate.

Said continuous laminate is cut after succesive sealing
at pre-determined areas thereof.

The present invention makes 1t possible to prepare the
individual inner.members'free frem edversely effects of‘
contracting force of the'elastic membere for.the.leg—openings
and waist-openings during operetienof folding,'eince the
outer webs are provided with.theelastic.members for the
‘leg—openings and waist~openings and the inner members'having
the inner webs and the ceresarezfolded in two. Conseqﬁently,
the previously mentioneddefectiveffeatures.resulting in
partial fioating, developmeht.ofwrinklesand miselighment_
of front and rear bodies is effectiVely overceme.and.desired'
neat appearance of the individual articles is acquired.

In a preferred embodiment preformed absorbeht cores
keep themselves from getting out their initial shapes

during the operation folding of the inner members.

BRIEF DESCRIPTION OF THE DRAWINGS

- 3 -
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Fig. 1 is a perspective view illustrating the article
manufactured by the method according to the present invention:
Fig. 2 is a schematic perspective view sequentially
1llustrating how the method is implemented in Exemplary
Embodiment No. 1 of the present.invention;

Fig. 3 is a schematic perspective view ilqutrating the
method in Exemplary Embodiment No. 2 of the present invéntion;

Fig. 4 is a schematic perspective view illuétrating_the

method in Exemplary Embodiment No. 3 of the present invention;
and
Fig. 5 is a schematic perspebtiVe_view illﬁétrating the

method in Exemplary Embodimentho.,4.of“the présent;invention.

.EMBbbmeNTf.
'Exemplary-Embodiment No. 1 : -
The present invention.will,be,described'by way of
example in féference with the'aCCOmpanying drawings;'-
Fig. 1 is é perSpectivéviewilldstratihg a gafméﬁt
manufactured'by the method-according £o thepreéent'inﬁention.
A garment 1 comprises elastic member$'4, 5 provided along
leg-openings 2 and a waist-opening 3,'respectively, front
and rear bodies 6, 7, and heat éealsorsonic sedls being
providéd along bothsideédges 8 and a crotch lbwer edge'Q'
of said front and rear bodies 6, 7, respectively.; As will

be déscribed_in detail later, each of said front and rear
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bodies 6, 7 comprises inner and outer webs and an absorbent
core sandwiched therebetween, snd the elastic members 4, 5
are elastically bonded between said inner and outer webs by
means of adhesive.

Fig., 2 is a schematic perspective view sequentially
l1llustrating how the method is implemented'in the'present
invention.

Moving a contincous inner web.10 of.nonwoven fabric
being elastic both in length and width (i.e.,biaxially
elastic) and having a given Width to anfassembly line'(not.
shown), respective absorbenttcores 11 eech having a width
narrower than the'width of said‘innerlweb andprefcrmedin
aﬁ hourglass—Shape are immovably ettachedtotopsurfrace of.
.said inner web along transverselymiddle'zcneby,meanS-of .
hot melt type adhesive (not shown).sothat‘the reepective ”
cores 11 have their‘lengths'oriented transverselyrof'seid 
inner web and are succesSively epeced'from one'anothetbye"
given distance longitudinellyxof-said.inner;web.  B

The core 11 is made from a'subetantially homogeneous
mixture of flcffy pulp,'crimped thermoplasticstaplefibers'
and super~absorptive poiymerparticles. specifically, this
mixture 1is subjected to heat treatment to bond'said staple
fibers each other_and; after.Sprayec with apprOpriate“emount
of water, ccmpressed withappropriate pressure in the .

direction of thickness_thereof to form a continuous web from
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which the individual sheet- or mat-like cores are cut out.
The i1ndividual core 11 thus cut out is hourglass-shaped,
l.e., provided along each side with arcuate cut-in 12,
respectively, so as to define a constricted middle portion.
The core 11 will not easily get out of its initial shape.

The continuous inner web 10 is successively cut off
along the transverse direction between adjacent cores 11 to
form inner members 13. The.inner member 13 formed in such a
manner as has been described above is then sucoessivély
folded along a transﬁerse center line 15 so that one half of
each core 11 is located on top side (first outer surface)
and the other half of this core 11 is located on bottom.side
(éecond outer surface) and longitudinally'oppOSite edges 14
of said inner web lie substantially on a same:line as_the~
inner member 13 is moved to the assombly line.

Simultaneously, a pair.of oontinuous outer webs 16@, 16b
are moved to the assembly lino; 'EBach of said onter Webs has.
a width corresponding to the width of the oontinuous'inner
web 10 and comprises nonwoven fabric which is biaxially'
elastic, the nonwoven fabric Whose insidé 1s lined with
biaxially elastic plastic film under intermittent bonding,
or the plastic film alone. Each inside of these outer‘webs
16a, 16b 1s provided with symmetrically paired elastic

members 4 for the leg-openings, which are bonded on both

sides of respective given areas 17 corresponding to the
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respective sizes of top and bottom surfaces of respective
innexr members 13 by means bf hot melt type adhesive‘(not
shown) under arcuately curved and stretched condition. The
elastic member 4 for the leg-opening is preferably curved
along substantially a half of each cut-in 12 of the core 11.
Further, there are provided elastic members 5 for waist-
openings each transversely extending within said given areas

17 of the outer webs 16a, 16b between pairs of the

symmetrically paired'elastic members 4 being adjacent to
each other longitudinally of the outer webs 16a, 16b. Thesé
elastic members 5 are linear aﬁd attached by means of hot
melt type adhesive (not shown) under stretched condition.

These outer webs 16a, 16bate attached to top and bottom
surfaces of the aligned inner membér'13 so that the given -
éreas 17 coincide with said surfaces'of inner member_13 and
thereby a continuous laminate 18 is formed. 

The laminate'18 is.heét- or sonic-sealed along both
longitudinal side edges thereof by means of sealingliné8,
and heat- or sonic-sealed transverSely betWeén‘transverse
fold 15 of the inner member 13 and the elastic member 5 for
the waist-opening by means of sealing line 9.

Finally, the laminate 18 is successively'cut along the
transverse (imaginary) lines assumed between the elastic member

5 for the waist-opening and the transverse sealing line 9 which

is adjacent the elastic member 5, and portions 19 extending
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outside the elastic members 4 for the leg-openings are
successively cut away to form individual articles 1 (See
Fig. 1).

Exemplary Embodimenﬁ No. 2

Fig. 3 is a schematié perSpective view sequehtiélly
illustrating how the method of the present invention is
implemented.

Moving a continuous inner web 110 made of nonwoven
fabric being elastic both in length and width(biéXially‘
elastic) and having a width corresponding to a length of -
each finished product to an assembly line (not shown),
respective absorbent coresT11‘ééch havihg'a léngth smaller
than the width of inner web and preformediiﬁ an'hourglasS_
shape are immovably éttached to:top,surface ofsaid inner'web
in its transverselymiddiezone bymeans'of'hot méltlfypé
adhesive (no£~Shown) so'that therespectivé'cores“111 have
their lengths oriented transversély of said inner web’aﬁd.
are'successively'spaCed frbm one-another.longitudinally'of'
sald inner web so as to form an inner membersl113. -

The core'111 is the same oné as-COré‘11 used in
Exemplary Embodiment No. 1.'

The inner'members 113 fbrmed in the manner as has.been‘
described above is then successively folded along'a

transverse center line 115 so that one half of each core
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111 is located on top side (first outer surface) and the
other half of this core 111 is located on bottom side
(second outer surface) and longitudinally opposite edges 114
of said inner web lie substantially on a same line as the
inner members 113 are moved to the assembly line.
Simultaneously, a pair of continuous outer webs 116a,
116b are moved to the assembly line. FEach of said outer .

webs has a width which is slightly larger than the width of

top side (first outer surface) and bottom side (second outer
surface) of each folded and aligned inner member'ﬁ13,.and
comprises nonwoven fabric being biaxially elaStic; lamiﬁate
sheet consisting of'the nonwoven fabric.intermittently_

bonded with plastic film being biaxially elastic, or the
plastic film alone..'EachinSide-of theseouter w§b51116a;
i16b is provided along and adjaceht one side edge (first
side edge) with‘zigzag elastic members 4 for the leg-openings
and along the opposite sideedgé(Sé¢ond:side.édgé)with.' '
linear elastic members 5 for the waist—opening. Thesé ‘
elastic members 4, 5 are attached bymeansuofhotfmelt type
adhesive (not shown) under their stretched cindition. The
zigzag configuration of the elastic members 4 for the .
leg-openings is such that troughs 120a and'swelliﬁgs,120b
alternate longitudinally of the outer webs 116a, 116b. Eacﬁ |
trough 120a finds itself at iongitudinally middle position

of each area 122 defined by transverse (imaginary) defining
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lines 121, 121" assumed at given spacings longitudinally of
the outer web 116a, 116b. Each area 122 has a same size as
an area 124 on the inner member 113 defined by transverse

(imaginary) defining lines 123, 123 spaced from one another

by a given distance longitudinally of said inner member 113
and the core 111 is positioﬁed thereon at the middle
location longitudinally of séid area 124; Curved portions 
of the elastic members 4 for the leg—opénings preferably.
extend substantially'along longitudinally oné half'df-each
arcuate cut-in 112 of thé core 111. ' o

These outer wébs1163,116bare placed on'top and
bottom surfaces of inner membexrs 113 dn'aniassembly line so
that outer webs 116a, 116b coiﬁcidewithcorresponding areas‘
122, 124 each other and therebYacbhtinﬁous laminate.118 is
formed. - - ' . -

The laminate 118 isprovided withheat;-or soni¢7sealings :
108, 109; 10§', respecti?ely, alohq saidfirst'side.édéé}'f
i.e., the one side édge adjacentthé elastic members 4 fof:.
the leg-Openings.and'along transverse (imaginary) lines
extending symmetrically with‘respectto‘the'respeétive
transverse defininé lines‘121,1121’. .

Finally, the laminate 118.is suCcésSiVely cut along the
transverse (imaginary).lines-125 assumed between respective
adjacent heat- or sonicQséalings109,.109', and area$‘119

extending outside the elastic-mémbers'4Jfor.the leg-opénings

- 10 -
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are successively cut away to form individual articles 107
(See Fig. 1).

It shouid be understood that though any embodiment of
the apparatus used to implement the method of the present
invention is neither illustrated nor described, the method

can be realized by suitable apparatus of prior arts.

Exemplary Embodiment No.3:

In Figure-4,'moving a continuous inner web 210 made of
nonwoven fabric being biaxially elastic.and having a given
width to an assembly line (not shown), reSpective'absQibent
cores 211 each having a Qidth narrower than the width of
said inner web 210 and prefofﬁed.in an hourglass;éhapeare
immovably attadhed céntrally‘to topisurfacé ofthe inner web
210 by means of hot nelt type adhesive (notshown)so that
the respective cores 211 aré successivelyspaced from one
another by ahgiven distancelongitudinally Of the.innernweb
210. . .

The core 211 is the same one as core‘11u5ed;in '
Exemplary Embodiment No. 1.

The continuous inner web 210 is sucCeSSively cut in the
transverse direction between the adjacent¢ores 211 to form
individual inner members 213. Each of-thé inner members-213
formed in the manher as has been describéd'above'is then

folded in two along a longitudinal center line 215 so that

- 11 -
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one half of each core 211 is located on top side (first
outer surface), the other half of this core 211 is located
on bottom side (second outer surface) and longitudinally
oppesite ends 214 of said inner web lie substantially on a
same line. The respective inner members 213 each folded on
ltself are moved in series to the assembly line with the
folds (transversely center lines) 215 of each pair of the

adjacent inner members 213 in said series being closely

opposed to or in contact with each other.

Simultaneously, a pair of continuous outer Webs 216a,
216b are moved.to the assembly line. Each of said outer
webs 216a, 216b has a width corresponding to the width of
the continuous inner web 210 énd‘compriSes nonwofenfébric
being biaxially elastic,.laminate:sheet consiSting of the
nonwoven fabric_intermitténtly bbnded with plaétic film
being biaxially elastic,.or thé plastic film.alone. :Each'
inside of these outer webs 216a, 216b is prd?idédlwithf
symmetrically paired elasti¢ members.4 for.the leg-opénihgs
attached to both sides of reSpective givén‘areés 222
corresponding to twice the respective_sizes of top and
bottom surfaces.of.the respécti?e'inner members 213 by means
of hot melt type adhesive (not shown) under arcuately'curved
and stretched condition. EaCh elastic member 4 for the
1eg~openinq.is preferably curved along substantially each

cut-in 212 of the core 211. Further, there'are provided two

- 12 -
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groups of elastic members 5 for the waist-opening each
transversely extending within said given area 222 of the
outer webs 216a, 216b between pairs of symmetrically paired
elastic members 4 being opposed to each longitudinally of
said outer webs 216a, 216b. These groups of elastic members
> are linear and attached to the outer webs 216a,-216b by

means of hot melt type adhesive (not shown) under stretched

condition.

These outer webs 216a, 216b are attached to tOp and
bottom surfaces of the inner members 213 being moved 1in
series so that the areas 222 of the webs 216a, 2165 Weil.
coincide with the top and'bottOm surfaces of the resPQCtive '
innexr members 213 and thereby a continuous laminate 218 is
formed. ' . |

The laminate 218 is.sealed by-heat; or SOhicmsealings
208, 209 along both longitudinél side edges thereof ahdl'
along respective transverse’(imaginary) linesextending"
between the opposed transverSe folds 215 ofthéddjadént
inner members 213, respectivély.. ' .

Finally, the laminate 218 iS‘SuCCéSSively dut albng the
transverse lines 225 assUméd between paired elastic mémbers
5 for the waist-openings.and'along assumed Center lines
225" of transvérse heat- or sonic43ealings-209. Then,
portions 219 extending outside the elastic members 4_for'the

leg-openings are successively cut away to form individual

-~ 13 -



articles 201 (See Fig. 1).

Exemplary Embodiment No. 4 :

In Figure 5, moving a pair of continuous inner webs 310

made of tissue-paper or nonwoven fabric and having a width
corresponding to a length of each finished product to an
assembly line (not shown), respective absorbent cores 311
each having a length substantially correspondihg to the
width of said inner.webs and preformed in an hourglass—
shape are immovably placed between said inner ers byxmeans
of hot melt type adhesive (not shown) so that.the'respective
cores 311 have their lengthe ofiented tranSVerSely of the
inner webs and are successively spaced from one another
longitudinally of the inner webef‘.Thepeir ofinﬁerWebs
310 are bonded tegether by.hot melttYpe adhesive (net o
shown) or welding along peripheral edges of'tﬁe'fespective
cores 311 to form a'continueus'inner member'313;. In this-.
manner, this continuous inner'member-313 iS'provided Qith j 
bonded area 326 and central elliptic areae.327.

The core 311 is the same one.as.core'11 used in'
Exemplary Embodiment No. 1. .

The continuous inner member 313 containing.the eores
311 is then transversely cut along.reSpective center' '
(imaginary) lines on sections ef ﬁhe bonded area 326

extending between the respective pairs of adjacent cores 311

- 14 -
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to form unit inner members 313" each having arcuate cut-in
312' along each side so as to define an hourglass-shape.

Each unit inner member 313' is longitudinally folded in
two with its longitudinal opposite ends 314 coming
substantially on a same line.

These unit inner members 313' are then moved successively
with side by side alignment with their ends 315 corresponding
to their folds lying on a same line and their transverse
side edges being in contact with or closely adjacent to one
another as they are moved to the assembly line.

Simultaneously, a pair of continuous outer webs 316a,
316b are moved to the assembly line. Each of said outer
webs has a width slightly larger than the length of top
(first outer surface) or bottom (second outer surface) of
the unit inner members 313' which have been folded up and
arranged slde by side, and comprises nonwoven fabric being
biaxially elastic, laminate sheet consisting of the nonwoven
fabric intermittently bonded with plastic film being biaxially
elastic, or the film alone. Each inside of these outer webs
316a, 316b 1is provided along and adjacent one side edge
(first side edge) with zigzag elastic members 4 for the leg-
openings and along the opposite side edge (second side edge)
with linear elastic members 5 for the walst-openings. These
elastic members 4, 5 are attached by means of hot melt type

adhesive (not shown) under their stretched condition. The

- 15 -
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zigzag configuration of the elastic members 4 for the leg-
openings is such that troughs 320a and swellings 320b
alternate longitudinally of the outer web 316a, 316b and
each trough 320a finds itself at longitudinally middle
position of each area 322 defined by transverse (imaginary)
defining lines 321, 321" assumed at given spacings
longitudinally of the outer web 316a, 316b.

These outer webs 316a, 316b are attached to moving

unit inner members 313' so that both the first and second
outer surfaces of said unit inner members 313' are
completely covered by area 322, and thereby a continuous
laminate 318 is formed. In this laminated condition, the
core 311 is located at the center of each area 322. The
undulating configuration of the elastic member 4 contains
the swerllings preferably extending substantially along
each arcuate cut-in 312' of each unit inner member 313'.
The laminate 318 1s provided along the first side
edge, i1.e., the one side edge adjaceht the elastic member 4
for the leg-openings and along transverse (imaginary) lines
extending symmetrically with respect to the respective
transverse defining lines 321, 321" with heat- or sonic-
sealings 308, 309, 309', repectively. If necessary, the
outer web 316a and the first outer surface of the respective
unit inner members 313' may be attached to each other, and

the outer web 316b and the second outer surface of the

~ 16 -
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respective inner members 313' may be attached to each other,
by means of heat-sealing or adhesive., It should be understood
that, depending on the curing or hardening condition of a
specific adhesive applied to attach the elastic member 5 to
the outer webs 316a, 316b, this applied adhesive may be
additionally utilized to attach the outer webs 316a, 316b to
said first and second outer surfaces of the unit inner
members, respectively.

Finally, the laminate 318 is successively cut along the
transverse (imaginary) lines assumed between adjacent heat-~
or sonic-sealings 309, 309', i.e., the transverse defining
lines 325, and areas 319 extending outside the elastic member
4 for the leg-openings are successively cut away to form
individual articles 301 (See Fig. 1).

It should be understood that though in any exemplary
embodiment the apparatus used to implement the method of the
invention is neither illustrated nor described, the method

can be realized by suitable apparatus of prior arts.



The embodiments of the invention in which an exclusive
property or privilege is claimed are defined as follows:

(1) Method for manufacturing disposable garments comprising
steps of:

attaching respective absorbent cores to a continuous
inner web so that said cores are successively spaced from
one another by a predetermined distance longitudinally of
sald inner web to form inner members;

folding said inner members along their middle zone so
that each of said core is located on first and second outer
surfaces of said inner members:

providing predetermined areas of a pailr of continuous
outer webs having widths substantially corresponding to
respective said first and second outer surfaces of said inner
members with elastic members for leg-openings and walst-
| openings;

attaching said respective predetermined areas of said
outer webs'provided with said elastic members to said
respective first and second outer surfaces of said inner
members to form a continuous laminate;

sealing respective‘predetermined areas of said
continuous laminate; and

cutting respective predetermined areas of said
continuous laminate to form individual disposable garments.
(2) Method for manufacturing disposable garments comprising

steps of;
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attaching respective absorbent cores each having a width smaller than
a width of a continuous inner web to said continuous mner web so that said
respective cores are successively spaced from one another by a predetermined
distance longitudinally of said inner web, successively cutting said inner web
transversely along a center line assumed between said adjacent cores to define an
individual inner member, and thereafter folding each of said inner members in
two longitudinally thereof with their cores located on first and second outer
surfaces of said inner member and their longitudinally opposite ends of said inner
web lying substantially on a same line, and arranging said respective folded inner
members side by side with their transverse edges, in the form of folds created by
said folding being in contact or closely adjacent to longitudinally opposite ends
thereof in the neighbouring inner members;

providing each inside of a pair of continuous outer webs each having a
width substantially corresponding to a width of said inner web with symmetrically
paired elastic members for leg-openings longitudinally on both sides of respective
given areas corresponding to the respective sizes of said first and second outer
surfaces of said inner members, and with elastic members for waist-openings each

transversely extending within said respective given areas of said outer webs

between pairs of said symmetrically pairs

- 19 -



ZE?ZEEEE{?‘

elastic members for the leg-openings adjacent to each other
longitudinally of said outer webs;

attaching said outer webs to said first and second outer
surfaces of said inner members, respectively, with given
areas on said respective outer webs coinciding with said

first and second outer surfaces of said inner member soO as

to form a continuous laminate;

sealing salid continuous laminate along longitudinal
side edges thereof, and between said transverse edges of
said inner members created by folding and said elastic
members for said waist-opening;

cutting said laminate transversely thereof between said
elastic members for said walst-openings and transverse
sealing lines created by said sealing, and cutting away
- areas extendihg outside said elastic member for said
leg-openings to form individual finished articles.
(3) Method for manufacturing disposable garments comprising
steps of:

attaching respective absorbent cores each having a
length smaller than a width of a continuous inner web, said
width in turn corresponding to a length of each finished
article to said continuocus inner web intermittently in
transversely middle zone so that said respective cores have
their length oriented transversely of said inner web and

are successively spaced from one another by a predetermined

-~ 20 -



distance longitudinally of said inner web to form a continuous
inner member and thereafter transversely folding said inner
member so that each of said cores is located on first and
second outer surfaces of said inner member and transversely
opposite ends of said inner web lie substantially on a same
line;

providing each inside of a pair of continuous outer

webs each having a width substantially corresponding to a

length of said first outer surface or said'second outer
surface of said inner member along and adjacent a first side
edge with continuous elastic members for leg-openings and
along a second side edge with continuous elastic members
for waist-openings;

attaching said outer webs to said first and second outer
surfaces of said inner members, respectively, with given
areas of said respective outer webs coinciding with said
given areas of said first and second outer surfaces of-said
inner member so as to form a continuous laminate;

heat- or sonic-sealing said continuous laminate along
one side edge extending along said first side edge and along
narrow zones extending symmetrically with respect to
transverse center lines defining each of said given areas;
and

cutting said laminate transversely thereof, leaving

respective transverse seals created by said sealing on
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respective longitudinally adjacent articles to be finished
and cutting away areas extending outside said elastic
members for said leg-openings to form individual finished
articles.

(4) Method for manufacturing disposable garments comprising

steps of:

attaching absorbent cores each having a width narrower
than a width of a continuous inner web to saild continuous
inner web at given spacings longitudinally thereof with
lengths of the respective cores being oriented longitudinally

of said continuous inner web, then successively cutting said

inner web along central (imaginary) lines of respective
transverse zones separating the respective cores to form
individual inner members each of which is then folded up 1in
" its longitudinal direction so that the associated core 1is
partially located on a first outer surface and partially
located on a second outer surface opposed to said first
outer surface of said inner member and longitudinally
opposite ends of said inner member lie substantially on a
same line, and aligning the respective inner members so that
the ends of the respective inner members corresponding to
folds created by said folding are in contact with or closely
adjacent to the ends corresponding to the folds of the

respectively neighboring inner members corresponding to the

folds;
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providing each inside of a pair of continuous outer
webs each having a width substantially corresponding to the
width of said inner web with symmetrically paired elastic
member for leg-openings so that each paired elastic member

extends along both sides of a given area corresponding to

twice the respective sizes of said first and second surfaces
of said inner member and said respective paired elastic
members are spaced from one another by a given distance
longitudinally of the respective inner members and further
with elastic members for waist-opening each transversely
extending within said given area between pairs of said
symmetrically paired elastic members adjacent longitudinally
of said outer web:

attaching said outer webs to said aligned inner members
‘with the respective given areas coinciding with said first
and second outer surfaces of said inner members to form a
continuous laminate;

sealing said laminate along both longitudinal side
edges thereof and along respective transverse (imaginary)
center lines between said opposite transverse folds of said

inner members; and

transversely cutting said laminate between said
adjacent elastic members for said waist-openings and along
transverse (imaginary) center lines of seals created by said

transverse sealing, and cutting away portions extending
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outside said elastic members for said leg-openings to form
individual articles.
(5) Method for manufacturing disposable garments comprising
steps of:

arranging respective absorbent cores each having a
length not larger than a width of a pair of continuous 1inner
webs, said width in turn corresponding to a length of each
finished product, between said pair of continuous inner webs
so that the respective cores have their lengths oriented
transversely of said inner webs and are successively spaced
from one another by a predetermined distance longitudinally
of said inner webs and thereafter bonding said pair of inner
webs together along peripheral édges of said respective
cores to form a continuous inner member;

transversely cutting said continuous inner member along
respective (imaginary) lines on sections of bonded area
extending between the respective adjacent cores to form unit
inner members;

folding said unit inner members in two longitudinally
thereof with their longitudinally opposite ends lying on a
same line and their ends corresponding to their folds
created by said folding lying on a same line and arranging
them side by side with their transverse side edges being in
contact with or closely adjacent to one another;

providing each inside of a pair of continuous outer
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webs each having a width substantially corresponding to the length of first or
second outer surface of said unit inner members having been folded and arranged
side by side along and adjacent a first side edge with continuous elastic members
for leg-openings and along a second side edge with continuous elastic members
for waist-openings;

attaching said outer webs to said first and second outer surfaces of said
unit inner members, respectively, with given areas of said respective outer webs
coinciding with given areas on said first and second outer surfaces of the
corresponding unit inner members to form a continuous laminate;

sealing said laminate along one side edge extending along said first
side edge and along (imaginary) transverse lines extending symmetrically with
respect to said transverse center lines defining said given areas respectively; and

cutting said laminate transversely thereof, leaving said each transverse
seal created by said sealing on each of longitudinally adjacent articles to be
finished and cutting away areas extending outside said elastic members for said
leg-openings from said pair of adjacent articles to form individual finished

articles.

(6) Method as recited in any one of claims (1) to (5), wherein said core 1s
preformed into a mat or a sheet from a mixture of fluffy pulp, staple fibers and

absorptive polymer particles.
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