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-l BODY FLUI DS ABSORBENT ARTI CLE Thi s, J nyention
‘relates generally to a body fluids absorbent article such astﬁhﬂingﬁ?y

napki n:or pad serving for absorbing and containing nmenstrual di 9g orf
a |l adies' incontinence pad. Sani tary napki ns provided aléﬁgeﬂ °Pﬂ0
transversely opposite sides thereof wth flaps having a |iquid-resistance
(or barrier property) is well known and-kctually used to absorb and
contai n nenstrual discharge, However . the flap of well known art has
been nade of a water vaporBQ%eEWb]ﬂﬁ @%?%%?$Ws%£¥cra$l ow ng body fluids .
-to flow on a surface thereof, or made of a nonwoven fibrous sheet being
“wat er vapor perneable but poorly liquid- inperneable and/or being apt to
be napped or danmaged due to frictional contact with a wearer's crotch
~region, or nade offhig conPeRtiensesla®és a gedlerd1M6t Ytbi 04 d HIBS ECuligsm
-making a soft fitting to the wearer's crotch region and a nonwoven

- fibrous she %F%? pLaper ti r i for_J I 3
“surface of tg goﬁbaeﬁltsr?-o%‘? e ée‘??%c%lgvgl %aﬁig.g]a‘;r?;rﬂaﬁ%n‘go%éhﬁ?éu;él%gv?.figwi ng
t hereon resulting in,sidewa s'Ieakage t her eof ; ferne tion of bogg fluids
“shoul d be efPEcRPFrPing: apdeconaining menstrual discharge or a ladies'

incontinence pad.

Sanitary napkins provided along transversely opposite
sides thgreof with flaps having a liquid-resisi:ance (oxr
barrier property) is well known and actually used to absorb
énd contain menstrual discharge.

Howevér, the flap of wéll known art has been made of a
water vapar impermeable plastic sheet allowing body fluids td
flow on a surface thereof, or made of a nonwoveﬁ fibrous
sheet being water vapor permeable but poorly liquidf
impermeable and/or being apt to be napped or damaged due to
frictional contact with é wearer's crotch region, or made of
a composiﬁe'sheet of a.relatively rigid plastic film_making
a soft fitting to the wearer's.crotch region and a nonwoven
fibrous‘shegt.

To meet the properties required for the flap, the
surface of the fiap should be effectively resistant to-body
fluids flowing thereon resulting in.sidéways leakage theréof;

permeation of body fluids should be effectively retarded by



- =23, the flap;
to frictiona
be in soft and
In view of the
. object of the

the flap should be well resistant to napping or damage due
contact with the wearer's crotch region; and the flap should
cl ose contact with the wearer's skin in her crotch region.
probl em as has been descri-bed above, it is a principal
invention to provide a body fluids absorbent article

I nproved to satisfy the desired  propert-2es as have been nentioned above

and thereby to
. The obj ect tdud

overcone the dlsadvantages as have been discussed above.
foaph &heveflap ashoelddpeaswedddiresistantbetonnappiog diy a

~ body fluids absorbent article including a lamnate panel having a
ski n- cont aciil ge Shde @ frféstﬁonanoaeal&heet Pt StHE, weheelra® natstdianel

: conpr|5|ng a l

iqui d- perneabl e topsheet defining the skin-contactable

:: gg g I|I u%l’%axlbgggﬁ ?’@orw %ﬁé‘éﬁg gl d 2’2 %cg%s %’\Agn%g%g’%t acC(;a pai r of

- first flaps fornmed at Ieast by an extension of the backsheet Iaterally
~extendi ng beifgndthe aWsaseseryskippdsi hersraetely@@ddrn-he absor bent ‘core

~and having a_

|1 quid-resi stance and a.pair of second flaps connected to the

. first flaps, respectively, and having a liquid-resistance, the absorbent
article being characterized in that: each of

In view of the problem as has been described above, it
is a principal object of the invéntion to provide a body
fluids absorbent article improved to satisfy the  desired
properties as have been mentioned above and .thereby to
overcome the disadvantages as have been discussed aboye.

The object set forth above is achieved, accordihg-.to
the invention, by a body fluids absorbgnt article including
a laminate panel having a skin-contactable side and a skin-
noncontactéble side, the laminate panel comprising a liquid-
permeable topsheet defining the skin-contactable side, a
liquid-impermeable backsheet defining the skin—noncontaétab_le
side, a liquid—abéorbent core disposed between these two
sheets, a pair of first flaps formed at least by an extension
of the .backsheet_ laterally extending beyond transversely
opposite .side edges of the abso:bént core and having a

liquid-resistance and a pair of second flaps connected to the

. first flaps, respectively, and having a liguid-resistance,

the absorbent article being characterized in that: each of
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-3z the second flaps is nmade of thernoplastic synthetic fibers each

"~ having a fineness of 1 or larger deniers and conprises first and second
breat habl e fibrous layers and a third breathable fibrous |ayer integrally -
di sposed between the first and second fjbrous |ayers wherein the third
fibrous layer is fornmed by superfine fhernoplastic synthetic fibers each
having a relatively small fineness and has a water- pressure resistance

~ higher than those of the first and second fibrous |ayer. The first
and second HhdrsemsondyElapsnysbhadds nefl tiyexmophast bondydthetioydiibexis i c.
The first and second fibrous |layers may be fornmed also by a spun |aced

nonwoven f alydi. having aTﬂQnéHé{;Q 6fb10u§ hargermagnierso e danpy iBdd
bl owmn  nonwoven fabriT. e pair of second flaps nay have a ba5|s

: h f gé% 3 hayg

: ﬁltgrfp?es t gﬁg{s%% rghgf er?%%;?fgt)%r%nﬁéﬁyci%%#ﬁasyeépg?yan} second :
- fibrous layer may contain 20 ~ 45 % by melght respectlvel ,.and the third
~fibrous | ajpgeatiabkeniddbrons ~lapey, b‘ynmliﬂﬂ %ﬁﬁ Yeenf 1ﬁ'ﬁ)ers

in the pair of second flaps.
first and second fibrous layers wherein the third fibrous

layer is formed by Supeffine thermoplastic synthetic fibers
each having a relatively smail fineness and has a water-
pressure resistance higher than those of the first and second'
fibrous léyer.

The first and second fibrous layers may be fofmed by a
spun bonded nonwoven fabric.

The first and second fibrous layers may be formed also
by a spun laced nonwoven fabric.

The third fibrous layer may be formed by a_melt blown
nonwoven fabric. | |

The pair of second flaps may havéla basis weight of 10
~ 30 g/m?.

The third fibrous layer may have a water-pressure
resistaﬂce of at least 30 mm.

The first and second fibrous layer may containIZO ~ 45
% by weight, iespectively, and the.third fibrous layer may
contain 10 ~ 60 % by weight of a total amount of fibers in

the pair of second flaps.
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-45 ; Afiber fineness in the first and second fibrous layers my be 1
 ~ 3 deniers and a fiber fineness inthe third fibrous |ayer may be | ess

than 1 denier. The pair of second: flaps may generate a |l ongitudinal
stress of 400 - 1000 g/25 mm and a transversal stress of 50 ~ 300 g/25 nm
as they are stretched by 5 % The first, second and third fibrous
| ayers may be held in the lamnated stay4e at intermttently distributed
_dot-like heat-sealing spots forned by an enbossing treatnment. - The
~ heat -seal i ng spotz filseprbiriatessstimthe €drsat andosecdnd Bibroustlayaspect
to a.total area of the second flaps. The first, second and third:

fibrous laygrs §RYy pe.hg% d deirﬁetx%? AR RAt £fost atrd nlavdsishein i ARy t¥hFA0.

Wth the absotbent article according to the invention, there is no
apprehensi op,t hat an_anmount of baqdy fluids.mght. flow along the surfaces
of the resp£%$F9EssE€8ﬁH WPXpbebge§§ tiﬁnbén % the second flaps and to
- leak sideways beyond the transvérseLg opposite side edges of the absorbent
article. In addi Thenpaix &fprasnond cLbapst Bayi generete e ergitudinal

effective to avoid an undesirabl e stuffiness which otherwise would be
~ generated bgtyees blice4obser D00 @y/25che andl & twsmsréssakistréss of 50

appropriate flexibility of the absorbent
~ 300 g/25 mm as they are stretched by 5 %.

The first, second and third fibrous layers.may be heid
in the laminated state at intermittently distributed dot-like
heat-sealing spots formed by anlembossing treatment.

The heat-sealing.spots are provided at an area ratio of
5 ~ 30 % with respect to a total area of the second flaps.

The first, second and third fibroué layérs may be held
in the laminated state by fiber intertwining.

With the absorbent article according to the invention,
there is no apprehension that an amount of body fluids might
flow along the surfaces of the respective second flaps so as
to penetrate the second flaps and to leak sideways beyond the
transversely opposite side edges of the absorbent article.
In addiﬁion, an appropriate breathability of the article is
effective to avoid an undesirable stuffiness which otherwise
wouid be generated between the absorbent article and a

wearer's skin. An appropriate flexibility of the absorbent

article assures a good fitting to the wearer's crotch.region



~articlegassures a good fitting to the wearer's crotch region :
- -5- while the absorbent article is free frombei ng napped or danaged due

to frictional contact with the wearer's crotch region. The
above-mentioned advantages of the absorbent article according to the
I nvention are based on the unique construction as will be specifically

described. The first' and second fibroths | ayers respectively defining top
- and bottomlayers of the second flap are fornmed by hydrophobic fibers
~each havi nghalei ideesabserbentegsticleenier f1ee fremcbgiagt manPedirPhces
have no snoot hness of slippery or slick feeling. The third fibrous

| ayer def ganagetihdud ricer feikbtiendhyeonbactheithc diik ferres'  ocnetichy
so-called superfine fibers each having a fineness less than.1 denier wth
fiber intepshiggs fewer than those present in the first and second fibrous
| ayers and tHerefore this fibrous layer has a sufficient water-pressure
resi stance to pr body ui ds .f

Not only the. 11 EBe Shaverpenbipisi aeveapaed slf the sbPRELeRE BEF R Bus
. layer have .an adequate breathability to avoid an wunconfortable
- st uf fi nessawkprdinghertg sethwul invenyienr arze basgsen athe Bt or BARGUE
-article and the wearer's skin. The second flap conprises the first,
second andcbhbtéutitioasas will be specifically described. The first
and second ' fibrous layers respectiveiy defining top and
| bottom layers of the,second‘flap are formed by hydrophobic
fibers each having a fineness of af least 1 denier and
therefore their surfaces have no smoothness of slibpery or
slick feeling. Thel third fibrous layer defining the
intermediate layer of the second flap is formed by so-called
superfine fibers each having a fineness lesé than 1 denier
with fibef interstices fewer than those present in the first
and second fibrous layers and therefore this fibrous layer
has a sufficient water-pfessure resistance to prevent body'
fluids froﬁ easily permeatiﬁg therethrough. Not only_the
first and second fibrous layers but also the third fibrous
layer ﬁave an adequate breathability to avoid an
uncomfortable stuffiness which otherwise would be generated
between tﬁe absorbent.articlé and the wearer's skin. The

second flap comprises the first, second and third fibrous

layers, in other words, the second flap are substantially



. simlar to

. layers,;in other words, the second flap are substantially .

+ fibrous as a whole and can be brought into close contact wth the wearer's
skin with a desired flexibility. Different from the third fibrous |ayer
fornmed by superfine fibers, the first and second fibrous |ayers are forned
by fibers each having a fineness of at |east 1 denier, so that these two
fibrous |ayers have an adequate surfac€§friction strength to elimnate

any apprehensjon that these two fibrous |ayer mght suffer fromf.iber
br eakage, nBdBFABSaRS/ %rwel'&fgr%g"’é"{h‘f@n ?’8 *’Fgeﬂﬁf‘iné}‘geoﬁfgﬁ? W?ﬁa‘ﬂaem&
wearer's crotch region: Fig. 1 is a plan view show ng a sanitary
napki n as athepeeafeéexr'ensioin meitth of desiced flexdbiBdsyvenPififerent from
according to the invention; Fig. 2 is a scal e-enl arged perspective

vi ew showi nghé&hen isant il8Fyusapiyér Eomesd by Eyperfinsetibers| thevfirken
along aline 2 - 2in Fig. 1; Fig. 3 is a scale-enlarged sectional

- view of an : abt{ r oRd. : . . Fi b S 1RqVh €W
BRCUgRonoRSEEoLS) Tupect AEG°Bchbarey, sivers oicn nht i
Fig. 5is ayviewsimlar to_Fig. 2 shoming still . vy
fineness_of at least 1 denief, so that these two fibrous

layers have an adequate surface friction strengthl to
eliminate any apprehension that thesé.two fibrous layers
might suffer from fiber breakage, napping and/or damage due

 to frictional contact with the wearer's crotch region.

Fig. llis a plan view éhowing a sanitary napkin as a
specific embodiment of a body £luid absorbent article
according to the invention; |

Fig. 2 is a scale-enlarged perspective.view shoWing the
sanitary napkin as partially in é sectional view taken along
a line 2 - 2 in Fig. 1;

Fig. 3 is a scale-enlarged sectional view of a nonwoven
fabric forming a second flap;-.

Fig. 4 ié a view similar to Fig. 2 showing another
embodiment of the invention; and

" Fig. 5 is a view similar to Fig. 2 showing still

another embodiment of the invention.



. anot her senbodi nrent of the invention.

- T- Details of .a body fluid absorbent article according to the
invention will be nore fully wunderstood from the - description of a

sanitary napkin or pad for ‘absorbing and . containing nenstrual
~given hereunder with reference to the acconpanying draw ngs.
Referring to Figs. 1 and 2, a sanitary n3pkin includes a |ami

havi ng a skin-contactable side 3 and a skin-noncontactable si

di schar ge

nate panel 1
de 4. The

| ami nat e panel 1 Retpilsest a bodyiflwiad edssrbendp drduic e defdardiong Hwo
skin-contactable side 3, a liquid-inperneable backsheet 6 defining the
- skin-  noncgié acimpéet sbfle WiBDd el imbiral- s Penindésdodli spesied the
bet ween these two sheets 5, 6. The topsheet and the backsheet 6 are

i e onedaage L NEs LRGN o4l SLLIGT faphXOU. HRR! EQRCLBL NG

absor bent core

adde
ng t héi r-extensi ons S0 as to Torm

| ongitudinally opposite flaps, 8 and transversely oppqgsite, flaps_ 9. It -
h s‘rpﬁaﬁef%ﬁnqqmn

“shoul d be FRIEF31BHRT SRS PRIAL HSAhaRIR GivempsreuRAGr Wit

the width of the backsheet 6 and transversal margins of the backsheet 6

-~ ext end out viaw dtlhe yacdompanygingsdirawinggi.ns of the topsheet 5,

respectively.

The extensions of the topsheet' 5 and the backsheet 6 defining the

respective flapspéfefrehg BONFEGs ! ODSAKET2 PYa it iMRlry WML D Ol Nles

a laminate panel 1 having a skin-contactable side 3 and a
skin-noncontactable side 4. The laminate panel 1 comprises
a liquid-permeable topsheet 5 defining the skin-contactable
side 3, a liquid-impermeable backsheet 6 defining the skiﬁ—
noncontactable side 4 and a 1iquid-absorbent_coré 7 dispoéed
between these two.sheeﬁé 5, 6. The topsheet 5'and_the
backsheet 6 are dimensioned so that they exténd outward
beyond a peripheral edge of the absorbent core 7 and bondgd
together along their.extensions so as to form 1on§itudinally
opposite flaps 8 and transvefsely opposite flaps 9. lIt
should be'understood here that the topsheet 5 has its width
smaller than the width of the backsheet 6 and transversal
margins.of tﬁe backsheet 6 extend outward beyond transversal
margins of the topsheet 5, respectively. The extensions of
the topsheet 5 and the backsheet 6 defining the respective
flaps 8, 9 are'bonded together by the Weil known bonding

means such as heat-sealing technique or adhesive agent.



~ means sych as heat-sealing techni que or .adhesi ve agent.

- -8- The topsheet 5 and the backsheet 6 as well as the absorbent core

7 may be nade of well known materials in the art of manufacturing the

absorbent article for care of body fluids. Mre specifically, the topsheet

5 may be made, for exanple, of a |iquid-perneable nonwoven fibrous sheet

- or nonwoven fabric with or without a pl8rality of openings or capillaries
or a plastic filmhaving a plurality of openings or capillaries. The

backsheet 6 may bEhemdopsheetexhmaing the backsheetyaporsperedkhbre fiatic

~filmor, nonwoven fibrous sheet or nonwoven fabric |am nated with such a

plastic filgbsofben€oE6ré Tamalebendade of wedlIp/kdown amtemiatsirin ofhevoody
fluff pulp and hydrogel of super water absorptivity. The nonwoven fabric

ot SE S e ApBHiERL gl SRS sEbMbert et ko Bemgpo

| aced, need punc therma _ , spun chem cal I'y bonded
Monvoven 1 oBTRaSRr of HPRB| PPRES TACRILy IRRCRRRERS B ARY SIS AR
- fineness of 0.1 ~ 10 deniers. An exanple of the plastic filmis a |ow
density pol ggamplene df | & dorgwidhiprrmealvke anpawpyen cfikreps SHSEECtRE to
drawing treatnment so as to be provided with a plurality of fine openings.
The nonwoven fabric with or without a plurality of openings- or
capillaries or a plastic film having e plurality of openings
er capillaries. The backsheet 6 may be made, for example, of
a water vépor permeable'plaStiC'film or, nonwoven fibrous
sheet er nonwoven fabric laminated with such a plastic f£ilm.
The core 7 may be made, for exemple, from a mixtere of*woody
fluff pulp and hydrogel of super water absorptivity. The
nonwoven fabric may be selected, for example, from a group -
consisting of melt blown, spun laced, needle punched,
thermally bonded, spﬁn bonded and chemically bonded nonwoven
fabrics made of polyolefine, polyester or polyamide resin.
Such nonwoven fabric preferably has a basie weight of 10 ~ 45
g/m* and a fineness of 0.1 ~ 10 deniers. An example of the
plastic.film is a low density polyethylene film containing
inorganic particles and subjected to drawing treatment so as
to be provided with a plurality of fine openings. IJ.".‘he B

hydrogel may be selected frem a group consisting of self-

crosslinked polymer of alkali.metal acrylate, graft polymer



hydrogel may be selected froma group consisting of self- crosslinked

© pol ynmer of

~-9- of starch, nodified cellul ose and crosslinked wat er - sol ubl e

al kali nmetal acrylate, graft polyner

A flap 10 overlles each of the transversely opposite side flaps 9. Th
“flap 10 is forned by a nonwoven fabric having a structure as illustrat
- by Fig. 3. A nonwoven fabric 11 is f orfted by thernopl astic synthetic

. resin fibers_ havi a fin
| ¢t

this nonwovh FERF

1 d f al
, mbg I RRe Bl a8k eh s EroRa Linked Moty raAl up e

both having a breathability and a third fibrous layer 11c |ntegrally
di sposed bepokymerhe first and second fibrous |ayers 11a, 11b. The thi
fibrous layer 11c has, in addition to a breathability, a water press

' resi stance
11b.
exanpl e,

5 Preferably,

hi ghera t faapt hosewirltiie fdddi e@Pdthecerdnbivreedy lappisite
These three fibrous |ayers 11a, 11b, 11c may be orned fo

Ys fad°F1a é%”gf abre §1$Pb31‘6' s N rntd ¥ tSr oRiioRd

and secon rous layers 1 are orne

5 spun bonded or, spun |aced nonwoven fabric and the thlrd flbrous | ayer

is forned

RAVENgept SHHEEHERWES e 1ARtTateth PToRWEverd f abfi QOIW ’h

whol e may have a basis weight of 10 - 30 g/n{err] To obtain a

fabric 11 is formed by thermoplastic synthetic resin fibers
having a fineness of 1 or higher deniers. More specifically,
this nonwoven fabric 11 comprises first and second fibrous
layers 1lla, 11b both having a breathability and a third
fibrous layer 1llc integrally disposed between the.first and
second fibrous layers lla, 1lb. The third fibrous layer lle
has, in addition to a breathability, a water -pressure
resistance higher.than those of the first and second fibrous

layers 1lla, 1ll1b.

pol ymer.

e
ed

Iy,
11b

rd
ure
a,

‘

11C

These three fibrous layers 1lla, 11b, 1llc may be formed,j

for exemple, by a nonwoven fabric of polyolefine, polyester
or polyamide. .Preferably, the first and second fibrous
layers lla, 11b are formed by a spun bonded or spun laced
nonwoven fabric and the third fibrous layer llc is formed by
a melt blown nonwoven fabric. The nonwoven fabric 11 as a
whole may have a basis weight of 10 ~ 30 g/nﬁ.. To obtain a
desired stfength aed touch of the nonwoven fabric 11, the

first and second fibrous layers lla, 11b preferably occupy 20



desired, strength and touch of the nonwoven fabric 11, the first and second
+ fibrous layers 1l1la, 11b preferably occupy 20

-10- ~ 45 % by weight, respectively, and the third fibrous layer Ilc
preferably occupies 10 - 60 % by wei ght of the nonwoven fabric 11. The-
third fibrous layer 11c has a fiber density. higher than those of the first
- and second fibrous layers 1la, 11b, i -0- " contains a relatively poor fiber

interstice and _its breathability is carrespopdi ngl oor,. However, a
desired br@atRafi P¥t yeddhthe %ﬂm%iaﬁ"fst%tgﬁ‘?‘gcf’eﬁm‘b@ LR poor
breathability of the third fibrous layer 11c. |[If the basis weight of the

nonwoven f abci prafexably ocaupidse 100H\600u% dit weighicof i theusonwgeenare
| ess than the critical values, the desired strength can not be obtai ned.

- If the baghprwel ght, anthd RV kYl Bfeediidengd idi EdberadeRSityt he
. desired touch can not be obtai ned. In addi'tion, if the third fibrous

- layer 1l1c s _lLess, {han % | gt i p e _

1 ¥t stancePAghERothg shoar Sk s Eieas M SRSCLE ctBLEhel1ERE LI,

. preferably 30 nmor higher as neasured according. to the, prescrjption_ by
- JI'S (Japanddbs lndust ientEingdar gplatively weog fjhers intersts¢anied; s
| ower than this critical value, a liquid-resistance wll be insufficient

to assure smBotbrpathabtiildmyof isodyoftespiondimgly poor. However, a
desired breathability of the sanitary napkin is not affected
by such poor breathability of the third fibrous layer 1llc.
If the basis weight of the nonwoven fabric as a whole and the
% by weight of each fibrous layer are less than the critical-
values, the desired sﬁrength can not be obtained. If thé
basis weight and the % by weight exceed the qritiéal values,
the desired touch can not be obtained. 1In addition, if the
third fibrous layer 1llc is less than 10 % by weight, the
desired water pressure resistance.can not be obtained. This
water pressure resistance is preferably 30 mm or.higher as
measured according to the prescription by JIS (Japanese
Industrial Standard). If the water pressure resistance is
lower than tﬁis critical vaiue, a liquid-resistance will be
insufficient to assure smooth permeation of body fluids. The
first and second fibrous layers lla, 11lb are préferably 6f 1
~ 3 deniers while the third fibrous layer_llc.preferably

comprises so-calléd superfine fibers of 1 ~ 3 deniers and of



first and second fibrous | ayers 1la, 11b are preferably of 1 ~ 3 deniers
while the third fibrous layer 11lc preferably conprises so-called superfine
fibers of 1 ~ 3 deniers and of ' ' -11- a

fiber density higher than the first and second fibrous I|ayers 1la, 11b in
order to achieve the desired qualities of: the nonwoven fabric 11 such as
wat er pressure resistance,  strength andltouch. So far as the touch .
of the nonwoven fabric 11 is concerned, the nonwoven fabric 11 preferably
generates a fibgrt dénsditysthibghenf then theofigsbs and secendr £Ab¥eusal
stress of 50 - 300 g/25 mmunder a stretching of 5 % Such requirenent is

vel | met by dva-d hriee; l1aneriad crauo ) dotlidve the desired ghelfiitisds, ofecond
and third fibrous layers 1la, 11b, 1l1c are intermttently heat-seal ed by

Cohora; noH ybRRGYERN catleyld LY KELA Bl REAY pROELuse! sbpagiande o0 2

these three fibrous layers is also preferable to obtain the desired
strength afd-gengh An rﬁpﬁ%hmoven fabric 11. 1n the case of heat-sealing
- by heat-enbossing treatnment, the heat-seal ed spots are preferably forned
at an area ratio Swof far- 89 %he Theuche®f athe |nenwavem trbrdcitltalisval ue
will meke it inpossible to obtain the desired strength and
congerned, the nonwoven fabric 11 preferably generates a
1ongitudinai stress of 400 ~ 1000 g/25 mm and a transversal
stress of 50 ~ 300 g/25 mm under a stretching of 5 %. Such
requirement is well met by the three—layeredlnonWOVen'fabric
11; | |
The first, second and third fibrous layers 1l1lla, 1llb,
llc are intermittently .heat-sealed by heat-embossing
treatment or fiber intertwined by water-jet treatment so as
td hold them together in a laminated condition. Such manner
of holding these three fibrous layers is also preferable to
obtain the desired strength and touch of the nonwoven fabric
11. In the case of heat-sealing by heat-embossingftreatmént,
the heat-sealed spots are preferably formed at an area ratio
of 5 ~ 30 %. The area ratio less than the critical value
will make it impossible to obtain the desired strength and
the area ratio exceeding the critical value will make it

impossible to obtain the desired touch as well as the desired

breathability.



the area ratio exceeding the critical value will nmake it inpossible to

- obtain the desired touch as well as the desired breathability.

-12- Referring to Fig. 2, the flap 10 has a proximal end region 12
and a free end region 13. Wth the free end region 13 being collapsed

i nward, the proxinmal end region 12 and |longitudinally opposite ends 14 of
the free end region 13 are integrally bbt3xded to an upper surface of the
associated flap 9 by well known bondi ng nmeans such as heat-sealing or
sui t abl e adhesi veRefentingh&of rRigendl, r 6heoflap il phasi al Proxigiade endvar d
so as to forma sleeve 15 which contains an elastic nenber 16 being

contractil eray 988 1heasd egvErdd endareqlorslidc NRibRr th8 foebost@drdfidhe
~sleeve 15 by neans of well known hot nelt adhesive so that the free end

region 13 9y BAURE ool Aseds UoEE- 60N RS AN Alat Nend! 28HGENTISYd 0, L

rise on the proxim _ on’ ernative e ment
LR a0 oLl By SuBRLcS, ebdetE SEIGE Bt Roptbpiud st
outward, the proximal end region 12 and longitudinally opposite ends of
the free enintegrahly3bandednteganl ippevnsedface af theasseeiakedoflame
associated flap 9 by well known
9 by well known bonding means such as heat-sealing or
suitable adhesive agent. The free end region 13 is partially
folded inward so as to form a sleeve 15 which contains an
elastic member 16 being contraétile along the sleeve 15. The
elastic member 16 is bonded to the sleeve 15 by means of well
known hot'melt adhesive so that the free end region 13_is
normally biased under contraction of the_elastic member 16 to
rise on the proximal end region 12.
An alternative embodiment of the flap 10 shown by Fig.
4 is similar to the embodiment of the flap 10 shown by Fig.
2 except that, with the free end regign 13 being collapged |
outward, the prdximal end region 12 and 10ngitudinélly
opposite ends of the free end region 13 are integrally bonded
to an uépef sqrfaCe of the associated flap'9 by well known
bonding means such as heat-sealing or suiﬁable adhesiye
agent. Except this, the flap ih this embodiment is

substantially same as the flap in the previous embodiment'

shown by Fig. 2. Specifically, the free end region 13 is



bondi ng. neans such as heat-sealing or suitable adhesive agent. Except

. this, the flap in this enbodinent is substantially sane as the flap
in the previous enbodinent shown by'Fig. 2. Specifically, the free end
region 13 is -13- partially fol ded
inward so as to forma sleeve 15 which’ contalns an el astic nenber 16
adapted to be contractile along the slegye 15 and bonded to the sleeve 15
by neans of well known hot nelt adhesive so that the free end region 13

- may be norpattyabigsefbldeter inwardacio oasoftd hfoehast | €leewderl 5t owvhiclse on
the proximal end region 12. Still another enbodi nent of the flap 10

shown by Figontaih§ &h ”éiééti@ hélfo & D0 iRt d Q%“Bebé’oftﬁéctflén&lélnq
that the flap 10 has a prOX|na end region I2 and a free end region 3.

Toser poq” i FEFLpapye, 13 i MGiaed 68 1HE, RTERGE TRk HSARL 8 el |

of transversely opposite prOX|naI end regions 12 bonded by wel | known

~ bondi ng nmeakBowE gt ekt adhesivaserthak tthe £ramend gegaent 18omap ke and
- |l ower surfaces of the associated flap 9 to sandwich the flap 9 between the
pai r of proxormalipdbiegietharder cémttacstionaofiethea dlastsicemsambyer to

I nternmedi ate region is curved so as to forma sleeve presenting a

Zngaggtiﬁl£¥?%gog;§ﬂgp§§dyym§i-eﬁgﬂgééyﬁn 1bhi s sleeve form ng region
Still another embodiment of the flaﬁ 10 shown by Fig.

5 is similar to the embodiments shown by Figs; 2 and 4.in
that the flap 10 has a proximal end region 12 and a free end
region 13. This embodiment is distinguished from the
embodimente previously described in reference with Figs. 2
and 4 in that the flap 10 has a pair of transversely opposite
proximal end regions 12 bonded by well known bonding means
such ae heat—sealing or suitable adhesive agent to upper and
lower surfacee of the associated flap 9 to sandwich the flap
9 between the pair of proximal end regions 12. In this
manner, a transversely intermediate region is curved so as to
form a sleeve presenting a substantially in U—shaped cross-
section; This sleeve ferming region defines the free end
region 13 within which there is provided an elasticlmember 16
being contractile longitudinally.along the curved edge of the
sleeve. This elastic member 16 is bonded.to the curved edge

by well known bonding means such as heat-sealing or hot melt



. region 13 within which there is provided an el astic nenber 16 being
contractile longitudinally along the curved edge of the sleeve. This
el astic nenber 16 is bonded to the curved edge by wel I known bondi ng neans
such as heat-sealing or hot nelt -14-
adhesi ve so that the free end region 13 is ‘nornal |y biased under
-contraction of the elastic element 16 to-¥-se on the proximl ends 12.
Thi s enbodi mrent shown by Fig. 5 is <characterized in that the elastic

el enent 16 (eathesivwe s8¢ vehet thegdnsiedignd pregioni by issobrmaldidyabipsed

U shaped cross- sectian contributing to a high resiliency (cushioning
property) ofurdder feeereadtiogi of the <laptilt gilemetit ohénfo plispeohy tife t he
free end region 13 alloms the elastic nmenber 16 to be bonded to the flap

10 wi t hout Th t 1 ba..of wBat ural
wi t hou %er ds 12. eﬁ:!:ﬁ%s bfib Eﬁ%htGT B y%lyétﬁﬁﬁ.“.ré‘ iy

synt hetic elastoner or the Tike. en cel eis
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~desired cushioning property, sufficient breathability and

| i qui d- absorl@ige t width, presenting a substantlally U-shaped cross-
section contributing to a high resiliency (cushioning:
property) of the free end region 13. Such high cushioning
property of the free end region 13 allows the elastic member
16 to be bonded_to the flap 10 without any tension;

The elastic member 16 may be of natural or synthetic
rubber, elastomer or the like. Open cell polyurethane is
suitable pérticular for.the elastic member 16 used in the
specific embodiment shown by Fig. 5. This polyurethane has,

in addition to a desired cushioning property, sufficient

breathability and liquid-absorptivity.



-15- WHAT IS CLAIMED I S: 1. A body fluids absorbemllmmlltmm"m;“ I“Ii__ng
a lamnate panel having a skin-contactable side a "
noncont act abl e side, said | am nate panel conprising a Iiﬁuia- Lp'e"rnesable
t opsheet defining the skin-contactable si:de, a |iquid-inperneable _
backsheet defining the skin-noncontactable side, a |iquid-absorbent core
di sposed between these two sheets, a pdi5f of first flaps formed at | east
by an extension of the backsheet |ateralty extendi ng beyond transversely
opposi t e sWHATdGELIAINER Bhsor bent core and having a |iquid-resistance
and a pair of second flaps connected to the first flaps, respectively, and
having a |iquid-resistance, the absorbent article being characterized in
. that: each of the second flaps is made of thernoplastic synthetic

fibers eacfib.havit h%;bxﬁ%é*h 2638sChabko¥bdrdt! Wt i PAE13EnGOBP Niawihdtid St

and second "brea i brous layers and a third breathable fibrous |ayer
the third maASks BEYERS's For FOEBySRERTHRLS! naARhI aBPry &y nilgrTe
fi bers each having a relatively small fineness and has a water-pressure
resi st ance nurgmertaciablacsides saisd laminatenpaned opemPr b 409 2 iguld-
| permeable topsheet defining the skin-contactable side, a
liquid-impermeable backsheet defining the skin-noncontactable -
side, a liquid-absorbent core'disposed.betﬁeen these two
sheets, a pair of first flaps formed at least by an extension
of the backsheet laterally extending beyond transversely
opposite side edges of the absorbent core énd having a
liquid-resistance and a pair of second flaps connected to the
first flaps, respectively, and having a liquid-resistance,
the absorbent article being characteriied in that:
each of the second fléps-is made of thermoplastic
synthetic fibers each having a fineness of 1 or larger
deniers and comprises first and second breathable fibrous
layers and a third breathable fibrous layer integrally
dispose& between the first and second fibrous layers wherein .
the third fibrous layer is formed by superfine thermoplastic
 synthetic fibers each having a relatively small fineneés apd
has a water-preséure resistance higher than those of Fhe

first and second fibrous layers.
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3.  The absorbent article according to Claiml1, wherein the ¢filtrst" afid *
second fibrous layers are forned by a spun | aced nonwoven fabric. 4.
The absorbent article according to Claim31, wherein the third fibrous
layer is formed by a nmelt bl own nonwoverl6-f abri c. 5. The absor bent

~article according to Claim 1, wherein the pair of second flaps have a

_ basis wei git- of Whe abgapherdy la]rtl°1e6acc°‘¥ﬁ1én§b§9r‘%%ﬁi-mah|"61%r%’ébd3rbcﬁ
~to daiml1, wherein the third fibrous |ayer has a water-pressure

. resi stance fifret arndasdc@id nfiibrous. layéhs akeofbenedablyi @ &pancdrodideyl t o
Caim1, wherein the first and second fibrous |ayers respectively contain
20 ~ 45 %y Rishtsgeidhe third fibrous layer contains 10 ~ 60 % by

- weight of a total anmount of fibers in the pair of second flaps.

3. The absorbent article according. to Claim 1; wherein the
 first and second fibrous layers are formed by a spun laced

nonwoven fabric.

4. The absorbent article according to Claim 1, wherein the
third fibrous layer is formed by a melt blown nonwoven

fabric.

5. The absorbent article according to Claim 1, wherein the

pair of second flaps have a basis weight of 10 ~ 30 g/m?.

6.  The absorbent article according to Claim 1, wherein the
third fibrous layer has a water-pressure resistance of at

least 30 mm.

7. The absorbent article according to Claim 1, wherein the
first and second fibrous layers respectively contain 20 ~ 45
$ by weight and the third fibrous layer contains 10 ~ 60 % by

weight of a total amount of fibers in the pair of second flaps.



-1%- 8. The absorbent article accordl ng to daiml, ' u{m
+ fineness in the first and second fi brous Iayers Is 1 ~ ﬂnmmllﬂll III

fiber fineness in said third fibrous layer is less than t dénier.® 9
The absorbent article according to aim® wherein the pair of second
flaps generate a |ongitudinal stress of 400 ~ 1000 g/ 25 mm and a '

transversal stress of 50 ~ 300 g/ 25 nm a%7- they are stretched by 5 %

10. The absorbent article according to daim1l1, wherein the first, second
and third f8br ousTheyebsonbenhehdtu.nlEhaccba:dnm@t &b SHatian ok, iwheredintant | y
distributed dot-like heat- sealing spots forned by an enbossing treatnment.

11.  The abf%@fnflﬁéﬁégéelﬂceﬂédfﬂﬁsthﬁbasaééﬁd POBr6RS 14perbeas-seal ing
spots are provided at an area ratio of 5 ~ 30 %w th respect to a total -

| "i” eahg‘; et 'r‘]e% FEei O”é%sf, AR a £ é?eé:n 5:}{]&%%% &daEBiEhefﬁﬁﬁﬁ{zg dm%&?h% ai m

secon Sl ayers are
| am nated state b}\{ fi ber I ntertw ni ng.
: ess than 1 denier.
9. The absorbent article according to Claim 1, wherein the

peir of second flaps generate a longitudinal stress of 400 ~
1000 g/25 mm and a transversal stress of 50 ~ 300 g/25 mm as

they are stretched by 5 %.

10. The absorbent article according to Claim 1, wherein the
first, second and third fibrous 1layers are held in the
laminated state at intermittently distributed dot-like heat-

sealing spots formed by an embossing treatment.

11. The absorbent article accordlng to Claim 10, wherein
the heat-sealing spots are prov:.ded at an area ratio of 5 ~

30 $ with respect to a total area of the second flaps.

12. The absorbent article according to Claim 1, wherein the
first, second and third fibrous layers are held in the

laminated state by fiber intertwining.



