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of light as compared with the undepressed areas. Further, the. variations
in the topography  i.e. the This invention relates to products for
absorbing   juxtaposition. of depressed  and undepressed body fluids, such
as disposable diapers, sanitary   areas, produces shadows which highlight
the napkins and panty liners. In particular, the inven-    5    pattern of
depressions. Accordingly it can be tion relates to such products having an
exterior       seen that pattern visibility for products relying surface
which is provided with an aesthetically  solely on depressed areas -for
creating such a - pleasing
pattern is a function of the degree of compression Absorbent products
having patterns imposed .         and the depth of the depressions. Said in
other upon their exterior surfaces are now  on the    : 10    words, the
greater  the compression and the market. For example, sanitary napkins or
the..:.'..    greaterthe depthofthe depressions, the greater thinner
version ihereof, the so cailed panty liners,  the visual contrast between
depressed and unde- comprise a cover of non oven material having a
pressed areas. patternof deessed areas impressed into the
Unfortunately, these factors of compression external surface thereof in
such configuration  as    15   and depth cannot always be increased to the
flowers, lines and spots    -                      point where sufficient
contrast is manifested. For  instance  US- A 3881490 discloses  a thi:.  .
ncreasing  the degree of compression in some .absorbent paid for cataenial
use comprising a          instances will adversely affect the product from
a. fluid pervious, non-woven cover sheet, a central      functional point
of view  e.g. render the product :absorbent batt of comminuted wood pulp
fibers,        less- receptive to absorbing and retaining. body and .a
fluid impervious backing element. The three    fluids or rendering the body
contacting surface of layers are bonded together-by -adhesive  and the
. the product uncomfortably stiff or harsh for the cover sheet and
absorbent batt are embossed in a       wearer. Similarly, the depth.of the
depressions is -spaced line pattern extending longitudinally 'of
constrained -in practice in that exterior covers for the pad.: The pad is
designed to ensure that it is  . 25.  some of the products considered
herein are comfortable to'wear and not rigid, especially at its  inherently
thin and thicker covers; 'as are also longitudinal edges.
sometimes used, do not always take a permanent FR-A-2400887 discloses. a
.sanitary napkin          set without resorting to extreme compression
.comprising an absorbent batt hiving on its lower     conditions.or without
substantially modifying the. surface and, if desired, on its sides a fluid
impervi-   3o    manufacturing process for such products. ous backing
element. The absorbent batt and the         In EP-A--O 106 437 (European
Patent Applica- backing element are completely surrounded by a    -   tion
No. 83305044.6) there is described a product cover sheet which contacts
directly the upper        .:and method for producing a depressed pattern on
surface oftheabsorbent batt.Thecoversheetand          an absorbent product
without creating the func- backing element extend longitudinally beyond
35   tional disadvantage of harsh longitudinal edges. the end of the
absorbent batt and are heat fused      The product described therein has a
deep pattern together to maintain the integrity of the napkin      of
depressions on the body facing surface and a and to avoid user discomfort
from any fusing or       shallow pattern of depressions on its longitudinal
bonding of the napkin at its longitudinal edges. If   edges, this
configuration being obtained by use of' desired, the upper surface of the
napkin, compris-   40   an insert of absorbent material being compressed
ing the cover sheet and the upper surface of the      together with
portions of the cover and uncom- absorbent batt can be embossed with a
pattern of      pressed at other cover portions. While this. sol- depressed
areas to. improve the ability of the        ution is effective for
theproducts-described in the napkin to accept liquid discharge.  '
aforementioned  patent application, it is not GB-A-2114445  discloses  a
product for   46   applicable to several other product configurations
absorbing body fluid comprising an outer cover'       wherein the
aforementioned shortcomings of having an exterior and an interior surface,
the       relying wholly on compression to provide pattern outer cover
being pervious to body fluid and          contrast apply. comprising
thermoplastic  material, and  an            Accordingly, there is a need
for improvement in interior layer in face-to-face relationship with the
so    providing a product with a high degree of visual interior surface of
the outer cover, the interior     pattern contrast. layer being body fluid
pervious, wherein the outer      The present invention provides a product
for cover and the interior layer are co-embossed to       absorbing body
fluid of. the type shown in impose a pattern of depressed areas and unde-
GB-A-2114445 referred to above. However, the pressed areas into the
exterior surface of the    55    product of the present invention is
characterised outer cover. The embossed pattern is provided to      in that
the outer cover is relatively light colored improve the ability of the
napkin to accept liquid    and relatively opaque and in that the interior
layer discharge and to enhance the comfort of the           is relatively
dark colored so that the depressed wearer during use of the product.
areas are color contrasting with the undepressed Needless to say, for such
patterns to be aes-   60   areas. thetically effective, the pattern must be
visible to    It will be appreciated that the outer cover in the the eye.
Such patterns owe their visibility to the"   depressed areas will become
relatively translu- fact that, as a result of the compression step
cent so that the depressed areas appear, as forming them, the depressed
areas tend to be          viewed from the outside, darker than the unde-
smoother and therefore reflect a greater amount   65    pressed areas. 2  



3               EP 0140 560 B1                       4 In accordance with
this invention a product for    depressed areas 18. As illustrated in Fig.
1, the absorbing body fluids is provided with a pattern     pattern is in
the form of a stylized snowflake of depressed areas wherein the visual
pattern        design and is intended to add aesthetic value to contrast
does not depend wholly upon the depth       the liner. It will be.
understood that any pattern of the  depressions orthe degree of
compression.    5    may be freely substituted for the snowflake
Specifically,there is provided an improvement in     pattern illustrated in
this specific embodiment a product for absorbing body fluids in which said
:   and that the advantages of this invention, as product has an outer
cover with an exterior and  -   herein set out and described, will equally
pertain. interior surface,:and in which said'cover has        For example,
the pattern may take the form of impressed therein a pattern. of depressed
areas.   io   various geometric shapes such  as circles, The outer cover of
the improved product corn-        diamonds, squares, curves or lines or
other sty- prises a relatively light colored, relatively opaque  lized
figures such as flowers or stars. sheet material comprising thermoplastic
material.      Affixed to the garment facing side of the liner 10 An
interior layer is provided in face-to-face rela-  is a layer of body fluid'
impervious material. 20 tionship with the interior surface of the outer
is   provided to act as a barrier to body fluids and cover, the interior
layer being relatively' dark     prevent the "strike through" of such
fluids onto colored. It has been discovered that if a pattern of  the
undergarment of the wearer. This layer may depressions is imposed upon the
cover when'the       comprise any thin flexible body fluid imperme- cover
and the dark colored layer are in face-to-     able material such as a
polymeric film, e.g. poly- face relationship (i.e. co-embossed), the 'cover
20   ethylene, polypropyleneor cellophane, or even a layer in the depressed
areas becomes relatively      normally fluid. pervious material that has
been translucent so that the depressed areas appear, as   treated to be
impervious such as impregnated viewed from the external surface of the
cover, as    fluid repellant paper. As is illustrated in the darker than
the undepressed areas.                   drawings, the body fluid
impervious layer 20 is In the accompanying drawings:                25
affixed to the liner by means of a plurality of Fig. 1 is a perspective
view of the absorbent      longitudinally extending lines of adhesive 22.
product as a first embodiment of this invention,       Disposed on the
garment facing surface of the illustrated out of planar configuration to
show      impervious layer 20 are longitudinally extending both major
surfaces and having its protective        pressure-sensitive adhesive means
24, provided strip partially peeled from the garment side of the    30
for attaching the 'iner to the crotch portion of an product;
undergarment. While such adhesive means are Fig. 2 is a transverse,
cross-sectional view of the  illustrated in the form of longitudinally
extending product of Fig. 1, taken through line 2-2 of Fig. 1;  lines, it
will be understood that various patterns Fig. 3 is a transverse,
cross-sectional view of a  such as spots or transverse lines will be
suitable. product similar to that of Fig. 1 as a second    35   The
adhesive employed may be any of the large embodiment of this invention;
number of pressure-sensitive adhesives available Fig. 4 is a photograph
illustrating a comparative  on the market, including for example, the water
product which does not incorporate the teachings     based
pressure-sensitive adhesives such as the of this invention;
acrylate adhesives, e.g. vinyl acetate-2 ethyl hexyl Fig. 5 is a photograph
of the product illustrated    40   acetate copolymer which is generally
combined in Fig. 1; and                                       with
tackifiers such as ethylene amine. Alterna- Fig. 6 is a transverse,
cross-sectional view of the  tively, the adhesive may comprise the rapid-
comparative product shown in Fig. 4.                 setting thermoplastic
(hot melt) adhesives such The invention as broadly described above is
as block copolymers exemplified by the A-B-A applicable to various kinds of
absorbent products   4x-   block copolymers wherein the A end block is.
wherein it is desirable to obtain a visually con-    polystyrene * and *the
midblock is polyolefin trasting pattern on one or more major surfaces.
copolymer, such as poly (ethylene) poly(buty- For example, the invention
may be applicable to     lene)copolymer. The adhesive element may also
disposable diapers, full size sanitary napkins,      comprise a double
faced tape. panty shields, panty liners, bandages and inconti-   50
Overlying the adhesive elements 24 is a protec- nence pads. For the purpose
of illustration how-     tive release strip 26 which is provided to protect
ever, the following description, taken together      the adhesive elements
24 from dirt and unin- with the drawings, shall be directed to the inven-
tended adhesion prior to use. The strip 26 may be tion embodied in a thin
panty liner which may be     constructed of any suitable sheet-like
material used both inter- and intra-menstrually.        55   which adheres
with sufficient tenacity to the Referring now to Figs. 1 and 2, illustrated
adhesive element to remain in place prior to use therein, in perspective
and transverse cross-sec-    but which can be readily removed when the
liner tional views respectively, is a panty liner 10       is to be used. A
particularly useful material is a embodying the teachings of this
invention. The       semibleached kraft paper, the adhesive contact- liner
10 comprises a body facing, body fluid   60   ing side of which has been
silicone treated to pervious side 12 and a garment facing, body fluid
provide easy release from the adhesive elements impervious side 14. The
body facing side of the      24.' liner consists of a cover 16 having an
exterior        In accordance with the teachings of this inven- surface 17
and interior surface 19 and has           tion, the outer cover 16
comprises a nonwoven, impressed into its exterior surface 17, a pattern of
65   relatively light colored, relatively opaque fabric 



3    5               EP 0140560 B1                        6 -comprising
thermoplastic material. The cover        the insert of this invention is a
low density, highly i  -may comprise any of the commonly utilized
absorbent,'' thermal bonded nonwoven fabric materials for the products
considered herein and     comprising a mixture of absorbent fibers and is
selected to perform the traditional functions of  staple length'
polyester/polyethylene conjugate such a cover, i.e. to be comfortable when
worn    5    fibers. The absorbent fibers are preferably wood against the
body, to allow body fluid to permeate    pulp or other cellulosic fibers
which'may have into the body of the absorbent product and/or to     been
treated to enhance absorbency. The conju- aid in'holding the product
together in use. In this  gate fibers are fibers which comprise a polyester
connection the cover may fully overwrap the          core surrounded by a
sheath of polyethylene. product.on all sides or may only partially over-
10  Preferably, the conjugate fibers employ high wrap the product, in
particular on the body facing   density polyethylene, that is, linear
polyethylene side. Thus, for example, the cover may be a thin    that has a
density of at least 0.94, and a Melt Index sheet ranging in caliper from 3
(0.0076 cm) to 10    (as  determined  by  ASTMD-1238E.. method mils
(0.0254' cm) and having no substantial          employing the parameters of
1900C and 2160 gM). capacity for absorbing high volumes of body    Is   of
greater than 1, preferably greater than about fluids. As such, such
commonly used absorbent        10, and more preferably from about 20 to
about product cover materials. may be used as, for     :  50. The fibers
may comprise from about 40 to 60 example, woven or nonwoven fabrics
consisting        percent, by weight polyester and preferably from of
fibers or, filaments including hydrophilic fibers,  45 to 55 weight percent
polyester, the remainder such ascellulose or regenerated cellulose fiber,
or   20   being polyethylene. Such fibers may be used in _   hydrophobic
fibers, such as synthetic fibers corm-    deniers of from 1 to about 6 and
may be from 1.27 prising polyolefins, or mixtures of the above. The  cm
(112 inch) to 7.62 or .10.16 cm (3 or 4 inches) cover may even comprise
such usually fluid          long. Preferably the fabric comprise outer
layers impermeable materials as polymeric films which      of heat fusible
fibers having the mixture of wood have been rendered fluid permeable by
being    25   pulp and . conjugate fibers sandwiched there- provided with
apertures therein.                    between. Such outer layers may
consist of the Alternatively, the .cover may satisfy the tradi-   conjugate
fibers or may in fact be any heat-fusible tional functions of a cover and,
in addition, serve  materials such as polypropylene fibers. The fabric to
absorb substantial volumes of body fluid. This   is stabilized by applying
heat thereto under essen- latter embodiment is illustrated in the liner in
Fig.   30.  tially zero pressure whereby thermal bonding 1 and 2 wherein
the cover 16 is chosen to be a      takes place without destroying the
integrity of the material having some thickness, e.g. from 10 mils   fibers
and low density is maintained. Typically, (0.0254 cm) to 200 mils (0.508
cm) and having       the bulk density of such fabrics is less than about
absorptive capacity. As is illustrated in these     0.15 grams per cubic
centimeter. figures, the cover 16 comprises a sheet of absor-   35  As
prescribed herein and best viewed in Fig. 2, bent material folded about a
centrally located     an interior layer 21 is provided in face-to-face
planar insert 30 of absorbent material to further   relationship with the
interior surface 19 of the increase the absorptive capacity and thickness
of  cover 16. Such interior layer is relatively dark the illustrated liner.
As best viewed in Fig. 2, the  colored and preferably comprises
thermoplastic cover ismin a C-form configuration, enfolded about   4o
material. It will be understood that as used herein the insert 30 and held
in place against the insert  the terms "relatively dark" and "relatively
lights 30 by adhesive means 42.                            as used in
connection with the interior layer and The choice of materials for the
absorbent cover    the outer cover elements,- respectively, mean the and
insert may vary widely provided, of course,     degree of color contrast of
these elements relative that they conform to the above set out criteria.
45   to each other. The materials recited in US-A--4,023,571 and in
The essential feature of this invention is that US-A--4,023,570 may be
suitable. As described       'these elements, i.e. the outer cover and the
in these patents, a particularly useful material is  interior layer, are
provided as co-embossed. By the lofty and soft nonwoven, through bonded
the term  "co-embossed" it is meant that the fabric described in
US-A-3,663,348 issued on    so   pattern of depressed areas 18 are provided
on the May 16, 1972 to G. J. Liloia, et al. This fabric    outer surface 17
of the cover 16 when the interior consists essentially of a mixture of
approximately  layer is in face-to-face relationship with the 25%, by
weight, of long (about 2.9 cms.) rayon      interior surface 19 of the
cover 16. Thus, for fibers and about 75% by weight of short (about .2
example, such co-embossing may be accom- cm) wood pulp fibers and has a
water dispersible   55   plished by first positioning said cover and
interior binder applied throughout in an amount of           layer in such
face-to-face relationship, then between about 1% and about 30% of the
weight        imposing the pattern of depressed areas, and of the fibers on
a dry basis. The binders of choice  then assembling the final product.
Alternatively, are the self-curing acrylic latex type, the urethane  the
product may be wholly or partially assembled type or other similar binders.
The fabric has a    60   with the cover and interior layer in its final
weight of less than about 271.3 g/m2 (8 ounces      position and then the
co-embossing or the impos- per square yard) and a density of about 0.15 to
ing of the pattern of depressed areas may be about 0.05 gm per cc.
effected. It is also possible that the cover and 



Another  particularly  suitable  absorbent        interior layer may be
placed into the prescribed material for use as both the absorbent sheet and
ss   relationship and co-embossed while the product 4    7         .     EP
0140 560 B1                      8 is in an intermediate stage of
manufacture. For      high density polyethylene which bonds the fibers
example, such co-embossing may take place            together upon cooling.
The fabric has a thickness when the cover, interior layer and the insert 30
are  of about 0.07 cm, a machine and cross direction assembled, but before
the body fluid impervious      tensile strength of 1.04 and 0.18 kg/cm of
width layer 20 is applied or before the cover is folded to    5    (5.8 and
1.0 pounds/inch of width), respectively, envelop the insert 30. This latter
application of    and is capable of holding about 20 times its own this
invention would then be amenable to incor-      weight of distilled water.
poration of the teachings of the aforementioned        The interior layer
21 used in this product is a European  Patent Application No. 83305044.6
blue pigmented non-woven melt blown polyp- (publication No. 0 106 473).
1o   ropylene fabric manufactured by the Riegel As is illustrated in Fig.
2, the relatively dark fluid  Division of James River Corporation of
Milford, pervious, thermoplastic interior layer 21 may be     New Jersey.
U.S.A. The fabric fibers are pig- in the form of a sheet or web of colored
material,   mented during the fiber extrusion process by such as film or
fiber, which sheet has mechanical    mixing the polypropylene resin with a
pigmented integrity by itself and which is then placed into the  -5
resin. The fabric is formed by processes described prescribed position with
the cover for co-embos-     in US-A-3,595,245; US-A-3,704,198; and sing.
The sheet may obtain such integrity by         US-A-3,825,380 and has a
basis weight of 20 g/ adhesive binders, heat bonds, hydrogen bonds or
m2 (0.59 ounces per square yard), a thickness of simply by mechanical
entanglement in the case of     0.2 mm (0.0079 inches), a tensile strength
of 0.24 a long fibered interior sheet.                 20   kg/cm (1.32
lbstin) and an elongation to break of Fig. 3 illustrates an alternative
embodiment of    45.6%. ___ ai this invention wherein the interior layer
21' is not  The interior layer and the cover are co-embos- a separate,
self-sustaining sheet but instead is     sed by placing the interior layer
into face-to-face integral with the cover 16. In this alternative
relationship with the interior surface of the cover embodiment the interior
layer 21' comprises fib-   25   and  impressing  the  snowflake  pattern
of er3 having a relatively dark pigmentation which      depressions 18 into
the exterior surface of the are bonded to the interior surface 19 of the
cover   cover. This process of co-embossing renders the 16 to form the
interior layer. Such bonding may      cover relatively translucent in the
depressed be accomplished by adhesives or heat bonds. It       areas as
compared to.the undepressed areas. As may also be possible to simply
position a layer of   30   can be seen by examination of Fig. 5, the
unbonded, dark colored fibers in face-to-face        depressed areas 18
thus provide great visual relationship with the interior surface of the
cover  contrast- with the undepressed portion of the prior to co-embossing.
cover. A particularly suitable method of providing the      As a
comparison, Fig. 4 is a photograph of a interior layer 21' is applicable
when employing    35   panty liner which does not utilize the teachings of
the above mentioned thermal bonded non-woven        this invention. The
construction of the panty liner fabric as the cover material. In this
circumstance   of Fig. 4 is illustrated in transverse cross-sectional the
cover comprises outer layers of heat fusible     view in Fig. 6 and is
identical to that of Fig. 5 with fibers having a mixture of wood pulp and
conju-      respect to materials of construction and their gate fibers
sandwiched therebetween. The layer   40   relative positioning, with the
exception that the of fusible fibers which is applied to the interior
cover and the interior layer for this comparative surface of the cover may
then be comprised of        product are not co-embossed. Instead. the
pattern pigmented fibers and, as such, may constitute the    of depressed
areas 18 are first imposed into the relatively dark interior layer of this
invention.    exterior surface of the cover and then the cover is Referring
now to Fig. 5, illustrated therein is a    4S   placed into face-to-face
relationship with the photograph of a panty liner made in accordance
interior layer. Said in other words, the cover and with the teachings of
this invention and having      interior layer are not co-embossed. the
construction illustrated in Figs. 1 and 2. The     As a result, and in
clear contradistinction from cover 16, in this depicted product, is the
thermal   the panty liner of Fig. 5, the panty liner of Fig. 4 bonded
fabric described above, having a basis   so   offers poor visual contrast
between the depressed weight of 51 g/m2 (1.5 ounces per square yard)
areas 18 and the undepressed area. and comprising overall 35%, by weight,
of wood pulp fibers and 65%, by weight, of conjugate         Claims fibers
having a polyester core and a high density polyethylene sheath. The
conjugate fibers have a    55  1. A product for absorbing body fluid
compris- staple length of 3.8 cm and a denier of 3.0 (0.33   ing: Tex). The
materials are so distributed as to pro-      an outer cover (16) having an
exterior (17) and vide a pulp/conjugate fiber mixture sandwiched
interior (19) surface, said outer cover (16) being between two veneers of
conjugate fibers, the         pervious to body fluids and comprising
thermo- veneers having a basis weight of 12.5 g/m2 (.37   60   plastic
material; and ounces per square yard), and 10.8 g/m2 (.32            an
interior layer (21) in face-to-face relationship 



ounces per square yard) with heavier veneer          with the interior
surface (19) of said outer cover ultimately being employed on the exterior
surface    (16), said interior layer (21) being body fluid of the cover.
The fabric is stabilized by passing    pervious; hot air through the fibers
and thereby melting the    65  said outer cover (16) and said interior
layer (21) 5    7               EP 0140 560 B1                      8 is in
an intermediate stage of manufacture. For      high density polyethylene
which bond s the fibers - example, such co-embossing may take place
together upon cooling. The fabric has a thickness when the cover, interior
layer and the insert 30 are  of about 0.07 cm, a machine and cross
direction assembled, but before the body fluid impervious     tensile
strength of 1.04 and 0.18 kg/cm of width layer 20 is applied or before the
cover' is folded to    5    (5.8 and 1.0 pounds/inch of width),
respectively, envelop the insert 30. This latter application of   and is
capable of holding about 20 times its own this invention would then be
amenable to incor-     weight of distilled water. poration of the teachings
of the aforementioned       The interior layer 21 used in this' product is
a European; Patent Application  No. 83305044.6         blue pigmented
non-woven rnelt blown polyp- (publication No. 0 106 473).  '10   ropylene
fabric manufactured by the Riegel As is illustrated in Fig. 2, the
relatively'dark fluid  Division of James River Corporation of Milford,
pervious, thermoplastic interior layer 21 may be    New Jersey, U.S.A. The
fabric fibers are pig- in the form of a sheet or web of colored material,
mented during the fiber extrusion process by such as film or fiber, which
sheet has mechanical  - mixing the polypropylene resin with a pigmented
integrity by itself and which is then placed into the    15   resin. The
fabric is formed by processes described prescribed position with the cover
for co-embos-   -in US-A-3,595,245; US-A-3,704,198; and sing. The sheet may
obtain such integrity by        US-A-3,825,380 and'hasa basis weight of 20
g/ adhesive binders, heat bonds, hydrogen bonds or     m2 (0.59 ounces per
square yard), a thickness of simply by mechanical entanglement in the
case:of    0.2 mm (0.0079 inches}, a tensile strength of 0.24 a long
fibered interior sheet.   -            20   kg/cm (1.32 lbs/in) and an
elongation to break of Fig. 3 illustrates an alternative embodiment of
45.6%. this invention wherein the interior layer 21' is not  The interior
layer and the cover are co-embos- a separate, self-sustaining sheet but
instead is    sed by placing the interior layer into face-to-face integral
with the cover 16. In this alternative     relationship with the interior
surface of the cover embodiment the interior layer 21' comprises fib-   25
and  impressing  the  snowflake  pattern  of ers having a relatively dark
pigmentation which     depressions 18 into the exterior surface of the are
bonded to the interior surface 19 of the cover  cover. This process of
co-embossing renders the 16 to form the interior layer. Such bonding may
cover relatively translucent in the depressed be accomplished by adhesives
or heat bonds. It      areas as compared to the undepressed areas. As may
also be possible to simply position a layer of   30   can be seen by
examination of Fig. 5, the unbonded, dark colored fibers in face-to-face
depressed areas 18 thus provide great visual relationship with the interior
surface of the cover  contrast with the undepressed portion of the prior to
co-embossing.                              cover. A particularly suitable
method of providing the     As a comparison, Fig. 4 is a photograph of a
interior layer 21' is applicable when employing    35   panty liner which
does not utilize the teachings of the above mentioned thermal bonded
non-woven        this invention. The construction of the panty liner fabric
as the cover material. In this circumstance  of Fig. 4 is illustrated
in-transverse cross-sectional, the cover comprises outer layers of heat
fusible    view. in Fig; 6 and is identical to that of Fig. 5 with fibers
having a mixture of wood pulp and. conju-    respect to materials of
construction and their gate fibers sandwiched therebetween. The layer   40
relative positioning, with the exception that the, of fusible fibers which
is applied to the interior  cover and the interior layer for this
comparative surface of the cover may then be comprised of       product are
not co-embossed. Instead, the pattern pigmented fibers and, as such, may
constitute the   of depressed areas 18 are first imposed into the
relatively dark interior layer of this invention.   exterior surface of the
cover and then the cover is Referring now to Fig. 5, illustrated therein is
a    45    placed into face-to-face relationship with the photograph of a
panty liner made in accordance      interior layer. Said in other words,
the cover and with the teachings of this invention and having     interior
layer are not co-embossed. the construction illustrated in Figs. 1 and 2.
The    As a result, and in clear contradistinction from cover 16, in this
depicted product, is the thermal  the panty liner of Fig. 5, the panty
liner of Fig. 4 bonded fabric described above, having a basis   50   offers
poor visual contrast between the depressed weight of 51 g/m2 (1.5 ounces
per square yard)      areas 18 and the undepressed area. and comprising
overall 35%, by weight, of wood pulp fibers and 65%, by weight, of
conjugate        Claims fibers having a polyester core and a high density
polyethylene sheath. The conjugate fibers have a    55   1. A product for
absorbing body fluid compris- staple length of 3.8 cm and a denier of 3.0
(0.33   ing: Tex). The materials are so distributed as to pro-     an outer
cover (16) having an exterior (17) and vide a pulp/conjugate fiber mixture
sandwiched      interior (19) surface, said outer cover (16) being between
two veneers of 'conjugate fibers, the       pervious to body fluids and
comprising thermo- 



veneers having a basis weight of 12.5 g/m2 (.37   60   plastic material;
and ounces per square yard), and 10.8 g/m2 (.32           an interior layer
(21) in face-to-face relationship ounces per square yard) with heavier
veneer         with the interior surface (19) of said outer cover
ultimately being employed on the exterior surface   (16), said interior
layer (21) being body fluid of the cover. The fabric is stabilized by
passing   pervious; hot air through the fibers and thereby melting the   65
said outer cover (16) and said interior layer (21) 5    9               EP
0140560 B1                       10 being co-embossed to impose a pattern
of         -         .wobei die genannte au~ere Abdeckung (le) depressed
areas (18)1and undepressed areas into      und .die genannte Innenschicht,
(2i) gemeinsar .the exterior surface .17) of said outer cover (16),
gepragt worden sind, ur in die Au~enseite (171 characterised in that:
der genanriten aul6eren Abdeckung, (16) ein the outer cover (16) is
relatively light colored    5    Muster von vertieften Flachenteilen (18)
"und and relatively opaque and the interior layer (21) is  . nicht
vertieften   Flachenteilen   einzupragen; relatively 'dark colored so that
said. depres sed    dadurch gekerinzeichnet, dag: areas (18) are color
contrasting with said unde-. .   -die Au~ere. Abdeckung (16) relativ hell
pressed areas.                                      gefirbt und relativ
lichtundurchliassig ist, und daB Z The product of claim 1 wherein said
interior   io   die' Innenschicht (21) relativ dunkel gefarbt ist, layer
(21) is a separate self-sustaining sheet prior  sodaB die genannten
vertieften. FRachenteile (18) to co-embossing.
farblich mit den genannten nicht-vertieften Fla- 3. The product of claim 2
wherein said interior    chenteilen kontrastieren. layer (21) is. a heat
bonded web of thermoplastic. .  ' 2. Produkt nach. 'Anspruch  1, wobei die
.fibers, said fibers having a dark pigmentation., .    i.   genannte
Innenschicht (21i vor dem gemeinsa- 4. The product of claim :1 wherein said
interior,  men  Pragen  eine getrennte, selbsttragende layer (21')
comprises a layer of dark pigmented     'Schicht ist. fibers bonded to said
interior surface (19) of said   3. Produkt nach Anspruch 2, in welchem die
cover (16).prior to co-embossing.                    genannte Innenschicht
(21) eine unter Warmeein- 5. The product of claim 4 wherein said cover
20. wirkung'gebundene Bahn aus thermoplastischen (16) and said interior
layer (21') comprise a        Fasern ist, wobei die genannten Fasern eine \
mixture of wood pulp fibers and conjugate fibers    . dunkle Pigmentierung
aufweisen. sandwiched between a layer of non-pigmented           4.
Produkt' nach Anspruch  1, wobei die heat fusible fibers constituting the
exterior sur-,  genannte Innenschicht (21') eine Schicht aus dun- face (17)
of said cover (16) and a layer (21') of   25   kel pigmentierten Fasern
aufweist, welche vor pigmented heat fusible fibers constituting the
dem  gemeinsamen Pragen an die genannte interior-layer.
.               Innenseite (19) der genannten Abdeckung (16) 6. The product
of claim 1 wherein said interior    gebunden worden ist. layer (21)
comprises unbonded pigmented fibers        5. Produkt' nach Anspruch 4, bei
welchem die [.     prior to co-embossing.                     .  30
genannte Abdeckung (16) und die genannte 7. The product of any one of
claims 1 to 6 as a    Innenschicht (21' ein Gemisch aus Holzzellstoffa-
sanitary napkin; a panty liner; or a disposable     sern und Konjugatfasern
umfassen,. welches diaper.
zwischen einer die Au~enseite (17) der genannten 8. A method of
manufacturing a cover for a         Abdeckung (16) darstellenden Schicht
aus nicht- product (10) for absorbing body fluids compris-   35
pigmentierten, unter Warmeeinwirkung schmeiz- ing:
baren Fasern und einer die Innenschicht darstel- positioning a body
fluid-pervious interior layer   lenden Schicht (21'). aus pigmentierten-
unter (21) in face-to-face relationship with the interior  Wiarmeeinwirkung
schmelzbaren Fasern einge- surface (19) of a body fluid-pervious outer
cover   legt ist. (16) comprising thermoplastic material; and,   40     6.
Produkt nach Anspruch  1,' wobei die co-embossing said outer cover (16) and
said        genannte Innenschicht (21) vor dem gemeinsa- .interior layer
(21) to impose a pattern of          men  Pragen  nicht-gebundene,
pigmentierte Kjepressed (18) and undepressed areas into the         Fasern
enthalt. exterior surface of said outer cover (16) charac-     7. Produkt
nach einem der Anspruche 1 bis 6, terised in that:
45   als eine hygienische Binde; eine Slipeinlage; oder the outer cover
(16) is relatively light colored   eine Wegwerfwindel. and relatively
opaque and the interior layer (21) is  8. Verfahren zur Herstellung einer
Abdeckung relatively dark colored so that on co-embossing    fMr ein
Produkt (10) zum Absorbieren von Korper- said depressed areas (18) become
color contrast-    flussigkeiten, welches die folgenden  Stufen ing with
said undepressed areas.               50   umfaBt: -Anordnen  einer fur
Korperflussigkeiten Patentanspruche
durchlassigen Innenschicht (21) derart, daB sie der Innenseite (19) einer
fOr Korperflussigkeiten 1. Produkt zum Absorbieren von Korperflussig-
durchlassigen thermoplastisches Material umfas- keiten, umfassend:
55   senden auBeren Abdeckung (16) direkt gegen- -eine augere Abdeckung
(16) mit einer             uberliegt; und AuBenseite (17) und einer
Innenseite (19), wobei      - gemeinsames Pragen der genannten aule- 



die genannte auBere Abdeckung (16) fMr Korper-       ren Abdeckung (16) und
der genannten Innen- flOssigkeiten durchlassig ist und ein thermoplasti-
schicht (21) zum Einpragen eines Musters aus sches Material enthalt und
60   vertieften Flachenteilen (18) und aus nicht-vertief- - eine
Innenschicht (21), welche der Innenseite    ten Flachenteilen in die
Au~enseite der genann- (19) der genannten auBeren Abdeckung (16)
ten auBeren Abdeckung (16); dadurch gekenn- direkt gegenuber liegt, wobei
die genannte Innen-   zeichnet, daB: schicht (21) fMr KorperflOssigkeiten
durchlissig      -die auBere Abdeckung (16) relativ hell ist;
65   gefarbt und relativ lichtundurchlassig ist, und daB 6    11   EP  0140
560  B1                    12 die Innenschicht (21) relativ dunkel gefarbt
ist,      une couche de fibres de couleur sombre collee a sodalB beim
gemeinsamen Pragen die genannten           ladite surface interieure (19)
de ladite enveloppe vertieften Flachenteile (18) mit den. genannten
(16) prdalablement au gaufrage effectue de facon nicht-vertieften
Flachenteilen farblich kontrastie-    conjointe. rend werden.
-                   5. Le produit selon la revendication 4 dans lequel
ladite enveldppe (16) et ladite couch.e Revendications
interieure (21') comprennent un m6eange de fibres de pAte de bois et de
fibres conjuguees 1. Un produit pour absorber les liquides d'ori-
intercalle entre une couche de fibres thermofusi- gine corporelle
comprenant: une enveloppe    o0   bles non-colorees constituant la surface
exte- externe (16) ayant une surface exterieure (17) et     rieure (17) de
ladite anveloppe (16) et une couche une. surface int6rieure (19), ladite
enveloppe        (21') de fibres -thermofusibles colordes consti- externe
(16) etant permeable aux liquides d'ori-      tuant la couche intdrieure.
gine corporelle et comprenant un  materiau              6. Le produit selon
la revendication. 1 dans thermoplastique; et
15   lequel ladite couche intdrieure,(21) comprend des une couche
interieure (21) en relation face a       fibres colorees non-li6es
prealablement au gau- face avec la surface interieure (19) de ladite
frage effectue de facon conjointe. enveloppe externe (16), ladite couche
interieure     -  7. Le produit selon l'une des revendications 1 a (21)
etant permeable aux liquides d'origine corpo-    6 presente sous forme de
serviette hygi6nique; de relle;                                          20
protege-slip; ou de couche jetable. ladite enveloppe externe (16) et ladite
couche        8. Une m6thode de fabrication d'une enveloppe interieure (21)
etant gaufr6es conjointement de       pour un produit (10) pour absorber
des liquides facon A imprimer un motif avec des parties en
d'origine corporelle comprenant: retrait (18) et des parties en saillie sur
la surface   le positionnement d'une couche interieure (21) exterieure (17)
de ladite enveloppe externe (16),   25    permeable aux liquides d'origine
corporelle en caract6rise en ce que:
relation face A face avec la surface interieure (19) I'enveloppe externe
(16) est de couleur relative-   d'une enveloppe externe permeable aux
liquides ment claire et est relativement opaque et la          d'origine
corporelle (16) comprenant un materiau couche int6rieure (21) est d'une
couleur relative-    thermoplastique; et ment sombre de facon a ce que les
parties en    30      le gaufrage effectue de facon conjointe de ladite
retrait (18) soient d'une couleur contrastant avec    enveloppe externe
(16) et de ladite couche int6- lesdites parties en saillie.
rieure (21) de faon a imprimer un motif ayant des 2. Le produit selon la
revendication 1 dans         parties en retrait (18) et des parties-en
saillie sur la lequel ladite couche int6rieure (21) est une feuille
surface exterieure de ladite enveloppe externe separee autoportante
prealablement au gaufrage    35   (16) caracterisee en ce que: effectue de
facon conjointe.           -'enveloppe externe (161 est d'une couleur rela-
3. Le produit selon la revendication 2 dans         tivement claire et est
relativement opaque et la lequel ladite couche interieure (21) est un
tissu.    couche interieure (21) est d'une couleur relative- thermocolle de
fibres thermoplastiques, lesdites      ment sombre de facon a ce qu'en les
gaufrant de fibres ayant une coloration sombre.             40   fagon
conjointe, lesdites parties en- retrait (18) 4. Le produit selon la
revendication 1' dans -      soient d'une couleur contrastant avec lesdites
lequel ladite couche interieure (21') comprend        parties en saillie.
45 50 55 60 65 7    


