- 1 I NDIVI-DUAL PACKAGE OF ABSORBENT ARTI CLE BACKGROUND OF THE | NgE &?ﬁlﬁmﬁ
Field of the Invention 5 The present invention relates to an |nd|V|du
package, in which an absorbent article, such as sanitary napkin, panty

|l iner, sanitary tanpon, incontinence pad, disposable diaper and so forth

is individually packed. Description of- jhe Related Art 10 For exanple, an
absorbent article, such as sanitary napkin or the like, is individually

packed into an indivi aII ackage sheet of the
i ndi vi dual package i ¢ %ﬁl"?ﬁ?@g&f %%ﬁ@%ﬁﬂﬁ‘}“h% T AR Ehe ike, It is a
typical structure that side portions of the package sheet are heat seal ed

15 in a condition wapping the absorbent article. However, the package
sheet formed froma resin film such as polyethylene filmand so forth may

gener at e hFIFGEHNE {GHkIGHE HOIEE ibn handling due to friction with a

packagi ng fil mupon opening the package and taking out the absorbent
article. THiislzh odfs thaudrsigmtiian t he case where the individual package is
taken out froma porch, is carried in hand, or is carried in a pocket of
pants ob skirt. Cﬂhletpeeeehmlrlmaendtlmﬂneceﬂesjas tl as iardi fidudly palatiaded by
heat seal to cause difficulty in opening the package for large

anti - peel i g wadicht ancsb spcirepe el duig-Id)e sheat as esdete 26y pRIEIRON,. panty
Furthernore, since the large force is required in
liner, sanitary tampon, incontinence pad, disposable diaper
and so forth is individually packed.
Description of the Related Art
10 Forexample,anabsorbentarticle,suchassanitarynapkin_
or the like, is individually packed into an individual package.
Conventionally, a package sheet of the individual package is
formed from a polyethylene film or the like. It is a typical
structure that side portions of the package sheet are heat sealed
15 1in a condition wrapping the absorbent article.

However, the package sheet formed from a resin film, such
aspolyethylenefilmandsofbrthmaygeneratehusky(orcrinkly)
noise upon handling due to friction with a packaging film upon
opening the package and taking out the absorbent article. This

20 is true even in the case where the individual package_is-taken
out from a porch, is carried in hand, or is carried inz a pocket
of pants or skirt. On the other hand, the resin films are firmly
boﬁded.by heat seal to cause difficulty in 6pening the package
for large anti-peeling resistance upon,éeeling the heat sealed

25 portion. Furthermore, since the large force is required in




3 1 MAR 2005 - 2 opening the package, high husky or crinkly noise can be
generated. As a result, unconfortable feeling nmay be caused for'ﬁﬁehMQaﬁmﬁ
i f unpacking of the sanitary napkin or the |like can be perceived by
surroundi ng people. On the other hand, the package sheet 5 forned from

pol yethylene filmis not always preferably.in terns of product formdue to
stiff external appearance of the individual package. Furthernore, since
the polyethylene filmis heat sealed, gas-tightness of the seal ed

i ndi vi dual REEKAHEEPREEAESICe FcHsh Yok Y ORicgH nid Yarisee pam Beigegeata tede
package sheet at the 10 heat seal ed portion when |arge external force is
appl i ed durhhg reaedfirngncPmioreabde fdelimgoraseiicensasedt féorithe dsave,

t here have been proposed individual packages having the package sheets f
ornmed f romionnpeveintabl itbe sarhtasy nlhgde ndd s theskiké rahdpapeseeliyed
Unexam ned Patent Publication (Kokai) No. Heisei 11-42248, for exanple. In

case of indiwisduatopatikageeafpliche ahsehbeathartheh®, Pl d Rticpackage
sheet of non-woven fabric, husky noise to be generated by such package

sheet upon ek iFRGmi o By@thy ledairtiner Bt $10ses ARG ARLEn Aledfie heat
seal ed portion is 20 substantially small, peeling sound upon unpacking the

heat seal edsPOrbiQb: PBEANRS SHBLE £ FRALSQ r N fiUk MBYVEN £ 8REIiG Packagg sheet
may provi de soft external appearance for the 'individual package to attain

better appeanch. FWHINSdMSre, since the polyethylene film is heat

sealed, gas-tightness of the sealed individual package becomes
excessively high to cause bursting of the package sheet at the

10 heat sealed portion when large external force is applied during
carrying.

In view of the inconvenience set forth above, there have
been proposed individual packages having the packqge sheets
formed fromnon-woven fabric, suchas thosedisclosed in Japanese

15 rUnexamined.Patent Publication (Kokai) No. Heisei 11-42248, for
example. Incaseof individual package of the absorbent article
employing the package sheet of non-woven fabric, husky noise
to be generated by such package sheet upon unpacking is small.
Furthermore, since bonding area of the heat sealed portion is

20 substantially small, peeling sound upon unpacking the heat
sealed portion becomes small. Also, the non—wnveﬁ fabric
package sheet may provide soft external appearance for the
~individual package to attain better appearance. Furthermore,
when large external force is applied, air in the individual

25 package may escape through gaps between fibers of the non-woven



when | arge external force is applied, air in the individual 25 package may
escape through gaps between fibers of the non-woven 3 1 MAR 20053-1qWAR 700§
fabric so as not to cause bursting during carrying. In the individual
package, it is typical that a base end portion of a tape is fixed on a
surface of the package sheet portion 1qﬁa1ed at the outernost position in
the condition where 5 the end edges of the package sheet are overl apped on
an outer surface of the package sheet, and a free end of the tape is

ext ended belMEL ¢ hee ehd eefetof Canee paekagnghderinmdcasrperd ably  bonded
on the surface of the package sheet adjacent to the end edge. Upon
unpacki ng of the ¥mdiha dodivpdokadgeackagde idbsertyantcaD tivatt ellpase knd r ee
end of the tape is peeled fromthe surface of the package sheet adjacent
to the end mageicmamndf the g kageEixsheeh ansuhisbetdie Heaseariched dHwd ape
is fixed is lifted up together with the tape, thereby the heat seal ed

portion carmpobei@etbedted ashkputnadist besinibyiadusie paakageonihddanever,
'in the package sheet formed fromthe non-woven fabric, fibers appear on

the outer stid asel ictigedndem hiasph@Rage RIS Q@ oBraabb¥ingn POk tdii ¢
between the fibers on the surface of the package sheet and the base end of

; . : . A | o g ¢
the tape, bondriGe %ﬁ%h@%&é@ﬁgé@ﬁé@@}'@ﬁéy STRdd drfy &E"’e{erréce'dfﬂfﬂr%mst he

strength. 20 Therefore, when the free end of the tape Is pe

sur f ace of fhe. PACkRASSReale BALAGRIY o EQ HNE &0 £da8 .and 4 E.fstpeede lably

bonded on the surface of the package sheet adjacent to the end
edge. Uponunpacking of the individual package of the absorbent

10 article, the ffee end o.f the tape is peeled from the surface
of the package sheet adjacent to the end edge, and the package
sheet on which the base end of the tape is fixed is lifted up
together with the tape, thereby the heat sealed portion can
be peeled to easily unpack the individual package.

157 However, in the éackage sheet fofmed from the non-woven
fabric, fibers appear on the outer surface in random fashion.
Therefore, ina fixing portion.between the fibers on the surface
of the package sheet and the base end of the tape, bonding area
becomes substantially small to lower fixing streﬁgth.

20 Therefore, when the free end of the tape is peeled from the
_surface of the package sheet adjacent to the end edge and lifted
up, the base end of the tape canbe easily peeled from the surface
of the package sheet. Accordingly, once the entire tape is
peeled and removed, inconvenience is encountered in handling

25 upon unpacking the individual package.




up, the base end of the tape can be easily peeled fromthe surface of. the
package sheet. Accordingly, once the entire tape is peeled and renoved,

i nconveni ence i s encountered in handling 25 upon unpacking the i qunauﬁmﬁ
package. 3 1 MAR 2006 - 4 On the other hand, in case of the indiVidual
package of the sanitary napkin, upon wearing the unpacked sanitary napkin,
the unpacked package sheet may be used for wapping the used sanitary
napkin. Then, the free end of the tape extending from5 the. end edge of the
package sheet is Yoridedosherhbandt ei AaFaed thf hélpherageradierde fodr

di sposal. However, if the base end of the tape is not firmly fixed on the
package shekle sahdfaranag ke, epdnofeatiana ape unpaniidedandratymapkivw,appi ng
the used sanitary napkin by the package sheet, the base end may be peel ed
10 of f the e emparkat @afkaddwe gheckageysheetiséd fauserabpinguiie uded

wr appi ng the used sanitary napkin for disposal. In order to solve the

probl em setsdwof tdrabaydinan Fpphoatte fireecansodetied tlapauset and afledone
havi ng hi gh bonding strength in fixing the base end of the tape on the

surfacesof ¢he epackage oi5tpBgRickayul sheedsts Bdnadlesh v aut a8g dovweice
bondi ng strength in bonding the free end of the tape on the surface of the

package shgetrid dhecRpsidin adiaegibokait henspdyedge; pffd e, packaqe
sheet. I n another approach, greater thickness nay be provided for the

adhe.Si. ve at.f h:%ep%ratbieoﬂsm %J.tﬂ?rﬁ.yb%%ﬁeangnoéhé rﬂ)%ctk%%% sheet, when the

free end of the tape is pulled for firmly wrapping the used

sanitary napkin by the package sheet, the base end may be peeled

10 off the outer surface of the package sheet to cause difficulty
in wrapping the used sanitary napkin for disposal.

Inordertosolvetheproblansetforthabove,apapp&oach

is considéred to use an adhesive having.high bonding strength

. in fixing the base end of the tape on the surface of the package

‘15 sheet, and to use an adhesive having lower bonding strength

in bonding the free end of the tape on the surface of the package

sheet at the position adjacent to the end edge of the package-

sheet. In another approach, greater thickness méy be provided

for the adhesive at the portion where the base end of the tape

20 is bonded on the surface of the package sheet, and‘smaller

thickness may be provided for the adhesive at the port;i.on where

" the free end of the tape is bonded on the surface of the package

sheet. However, using two kinds of adhesives in bonding the

tape on . the package sheet or varying application amounts at

25 different positions inherently make packaging process




20 is bonded on the surface of the package sheet, and snaller thickness may
be provided for the adhesive at the portion where the free endjol MhR Zbpe
is bonded on the surface of the package sheet. However, using two ki nds of
adhesives in bonding the tape on the package sheet or varying application
amounts at 25 different positions inherently nmake packagi ng process - 5
~conplicate to increase manufacturing cost. Furthernore, the adhesive used
for fixing the base end of the tape may run out toward the position of the
package sh&ESMRINSHITHQ HECEEES e A@NUERCERE1NGPEOFE - hofiehe kP Re x tlive free
end of the tape with 5 excessively |arge bonding strength on the package
sheet to cafesigig fsad €pn figapackhagha SUMVIERY fOEHEHE2 P RMVEAT [ 10N The:
present invention has been-worked out in view of the shortcomng in the
prior art dSmwinst theabosétipn ¢§ Ui peicdrge dDeeh @bjwidichofheheres esent
invention to provide an individual package of an absorbent article which
permts a hdselendafe s tapeddd, beo hbindethorf mepaginges sheettadd krith
sufficiently large bonding strength without conplicating packagi ng process
and i ngr easidig BRI ALEBEENDENSlg sBranyiR 2006 backagerdanse rWiddnsa first
aspect of the invention, there is provided an individual package of an
absorbent afitdGla1heneidhddckmgondi tion where an absorbent article is
wr apped by a package '
SUMMARY OF THE INVENTION

The present invention has been worked out in view of the
shortcoming in the prior art set forth above. It is therefore

10 an object of the present invention to provide an individual

package of an absorbent article which permits 'a base end of

a tape to be bonded on a package sheet with sufficientiy large

bonding strength without complicating packaging process and

increasing manufacturing cost,



sheet formed froma non-woven fabric of thernoplastic resin fibers and
having nutually opposing side edge portions and nutually opposiing MAR! 2608
edges, one end edge is overlapped over the other end edge wth placing
sai-d one end edge of said package sheet outside for form ng an overl apping
portion, and said package sheet is releasably sealed along said side edge
portions, a base end of a tape is Ti%&d on the surface of said package
.sheet | ocated outside in said overlapping portion to froma fixed region,
and a free end agbrgance tvepd exfeards sapsospSahd onenendnedgerandsi s

rel easably adhered on the outer surface of said package sheet adjacent
sai d opecenttdedygeindivérderh maikdgpack age abheetediavirngcle,suhéacen dm whi ch
sai d base end of said tape is fixed, said surface being snoothed by

heat i ng2anehghtdssurtieziengnt dosiaftiens arsirdet hed raagrdnotereckddsers on the
surface of said package sheet are forned into a film wherein the sane
adhesi vENPRt dPPTPRATD SaPeh HEIETeRPBIC oSaFrTpdahtr sardnfiiderend of
said tape, and said snmpothed region_ includes at |east said fixed region
and is £BYmarisH faufétﬁlﬂac%p%crsmgaﬁad%rféﬂg@na%ws fod pmtyatkage sheet
within the overla p| portion. In accordance with a second aspect of the
nvent i RECTG 8 < CPg%ISOVFIa%CF%eFﬁ%IIJﬁ &Jsr?%%?c%ag%ft SEBe 0Nt

article,, I‘l%lh Hlm condi tion an absorhb r}}t artlcle |s vgrapped by a

package ““Shebt d°f rom aonr?or?nv\o?/e fabric ALV S St taii% opposi ng

'2 dé NARf@POJ@ox%QS 59%%99515151‘%{?;5 B08; st ualy! ¥a9£%%%k99e %rl]lgegd_.gses one end

releasably sealed along said side edge portions, a base end of a
tape is fixed on the surface of said package sheet located outside
in said overlapping portion to from a fixed region, and a free end
of said tape extends across said one end edge and is releasably
adhered on the outer surface of said package sheet adjacent said
one end edge, wherein said package sheet having a surface on which
said base end of said tape is fixed, said surface being smoothed
by heating and pressurizing to define a smoocthed regioh where
fibers on the surface of said package sheet are formed into a
film, wherein the same adhesive is applied to said base end of
said tape and said free end of said tape, and said smoothed region
includes at least said fixed region and is formed on a surface of
said one end edge of the package sheet within the overlapping
portion.

In accordance with a second aspect of the invention, there is
provided an individual package of an absorbent article, wherein in
alcondition where an abscorbent article is wrapped by a package

sheet formed from a non-woven fabric and.having mutually opposing




is overl apped over the other end edge with placing said one end edge of
sai d package sheet outside for form ng an overlapping portion, gnp,mﬁéqmm
package sheet is releasably sealed along said side edge portions, a base
end of a tape is fixed on the surface of said package sheet | ocated
outside in said overlapping portion to froma fixed region, and a free end
of said tape extends across said one’ end edge and is rel easably adhered on
the outer surface of said package sheet adjacent said one end edge,

wher ei nssak edeagkagesrshaatl hamialdyaosaysiageson aliceh sd drnhas@yend of said
tape is fixed, said surface being snmoothed by formng a resin film by
coati ngia swdileppeessrerorthbyotiarr ratli eiipeawteSigla@ningnsaitt ehe sodf ace of
sai d package sheet to define a snoothed region of a flat surface, wherein
t he sanedadhesiseédi sadpplei edetto csdibiidbade ferndirafl asapdetlagpeiand said free
end of said tape, and said snmoothed region includes at |east said fixed
regi on apdtien.f epAedeich rackagr fdecetots swildaopel engadddealoingt heigpackage
sheet within the overlapping portion. In accordance with a third aspect of
t he i nvERE? olost REFRLINS, PBrBvidedant i ndeppditl fiFaekagethst saRfadsor bent
article, wherein in a condition where an absorbent article is wapped by a

package°fshieet PRGFREY F¥6h a°TRATWBYEH Fabfi 826t MREIAIHINGSPPESI®Sin fi bers
cdges.  BROTEM oagk-T SRGNEr bg BvT Tre-biTar GRB® CHGEW PREpTaci g
said ong end edge of ,said package sheet antside, foL LQIT ng 2. over! apping
portion, anao sal 8 pacgkage sﬁeeli I'S

of said package sheet adjacent said one end edge, wherein said

package sheet having a surface on which said base end of said tape

is fixed, said surface being smcothed by forming a resin film by

coating a molten resin or by laminating a resin on an outer

surface of said package sheet to define a smoothed region of a

flat surface, wherein the same adhesive is applied to said base

end of saild tape and said free end of said tape, and said smoothed

region includes at least said fixed region and is formed on a

surface of said one end edge of the package Sheet within the

overlapping porticn.

In accordance with a third aspect of the invention, there is

provided an individual package of an absorbent article, wherein in

a condition where an absorbent article is wrapped by a package

sheet formed from a non-woven fabric of thermoplastic resin fibers

and having mutually opposing side edge portions and mutually

opposing end edges, one end edge is overlapped over the other end

edge with placing said one end edge of said package sheet ocutside

for forming an overlapping portion, and said package sheet is



3 1 MAR 2006 -8 releasably seal ed al ong said side edge portions, a base end
of a tape is fixed on the surface of said package sheet |ocated outside

in said overlapping portion to froma fixed region, and a free gnp MAR 266§ d
tape extends across said one end edge and is rel easably adhered on the
outer surface of said package sheet adjacent said one end edge, a base end
of said tape being adhered on a surfaé of said one end edge of said
package sheet within the overlapping portion, and said package sheet and
sai d baseleashify saklkd apengreidpreasdgegoantbheatedatogeiiher at | east in
said fixed region, and wherein the sanme adhesive is applied to said base
end of gsapd tapdxednch ShiedstirBecend odidaiadkbagpesheen accorediancesa h a
fourth aspect of the invention, there is provided an individual package of
an absoribpentidraviechscrioprrsiing: toafperladexstestyifor need far rea e1oh- woven
fabric of thernmoplastic resin fibers and having first and second side edges
ext endi g Forditepdi ptangsapdrdds seidnehs egonddehdnddgesrdlseaeeltly at  both

| ongi tudi nal ends of said package sheet; an absorbent article being w apped
by sai d2fREKeYSTshbBRIOURTT FYEtacHRr A pFHl porkron Bresard PackageiSheet
including said first end edge and fol ded over said absorbent article; a
second \R/?‘Sp%?%@dﬁﬁrt? 56 S8R FadRaP s hEdhd | deEaRng” S&dT%cond end

d d fol ded id Dbent ticl erl.appj ith said first
\iﬁ ggplagé’fpg?’f &r?%\\ll\ﬂg{l%seagSC? Zsoaé_g]-egac]?argel Csh%et Ox}rlletrhl%pgflggovvgraapglar{g 'rs

portion, and said package sheet and said base end of said tape are
pressurized and heated together at least in said fixed regicn, and
wherein the same adhesive is applied to said base end of said tape
and said free end of said tape.

In accordance with a fourth aspect of the invention, there is
provided an individual package of an absorbent article comprising:

a package sheet formed from a non-woven fabric of
thermoplastic resin fibers and having first and second side edges
extending longitudinally and first and second end edges located at
both longitudinal ends of said package sheet;

an abscrbent article being wrapped by said package sheet;

a first wrapping portion of said package sheet including said
first end edge and folded over said absorbent article;

a second wrapping portion of said package sheet including
said second end edge and folded over said absorbent article
overlapping with said first wrapping portion with placing said
first wrapping portion in outermost position;

said first and second wrapping portions being joined with a

center peortion of said package sheet located between said first



first wrapping portion in outernost position; said first and second

wr appi ng portions being joined with a center portion of said patHaMARs288t
| ocat ed between said first 3 1 MAR 2006 and second w appi hg portions al ong
both of said first and second side edges; a tape having first and second
end portions and having a uniformy applied adhesive | ayer thereon; a
smoot hed portion being fornmed on a 3utface of said first wapping portion
to achieve greater adhering force between said first end portion of said

- tape andn@asédiackagepisheebrthan hebueavthsat dsser gidsenchgeetbon of said

. tape and said package sheet, fibers form ng said snoothed portion on the
sur f ace safle sadgks;package sheet being fornmed into a filmby heating and
pressuri zing; and said tape extending across said first end edge with said
second end per tamn hagiing Figls¢asad| secadbesmt romtsans aecbadingwaappi ng
portion. In accordance with a fifth aspect of the invention, there is

provi dednafoimidi wicdlkdd galbRages dfavan Hisseebent article conprising: a
package sheet formed from a non-woven fabric and having first and second

si de edges eRt ERRTNGY BAEF BRI PRAPY VFoaRAI [T St SHAB2 s &foRdiend *édges | ocat ed
at both | ongitudinal ends of said package sheet; an absorbent article

bei ng wﬁ&ﬁb@ﬁxb?°§5iﬁﬂdﬁbﬁabbe%%é%F?ter adhering force between said

first end portion of said tape and sald package sheet than between
salid second end portion of said tape and said package sheet, |
fibers forming said smoothed portion on the surface of said
package sheet being formed into a film by heating and
pressurizing; and

sald tape extending across said first end edge with said
second end portion being releasably adhered on said second
wrapping portion.

In accordance with a fifth aspect of the invention, there is
provided an individual package of an absorbent article comprising:

a package sheet formed from a non-woven fabric and having
first and second side edges extending longitudinally and first and
second end edges located at both longitudinal ends of said package
sheet;

anrabsorbent article being wrapped by said package sheet;

a first wrapping portion of said package sheet including said
first end edge and folded over said absorbent article;

a second wrapping portion cf said package sheet including

said second end edge and folded over said absorbent article




a first wapping portion of said package sheet including said first end
edge and fol ded over said absorbent article; a second wapping portion of
sai d package sheet including said second end edge and fol ded grqumg iﬂw
absorbent article 3 1 MAR 2006 - 10 overlapping with said fir Bp 8
portion wth placing said first mwagﬁing portion in outernost position;
said first and second w appi ng portiens being joined with a center portion
-of said package sheet |ocated between said first and second w apping

porti onsvalttigpibat hitd ssaddrfftatstvrapshi seeordiosivdehedesingashape havi ng
first and second end portions and having a uniformy applied adhesive | ayer
t her eonfiass nosiphédy pordtion beiowgetormegosntaosur f ace of said first

wr appi ng portion by a snoothing process to achieve greater adhering force
bet ween sai ds#id stirghdapdrasicond ofragwiidgt petignd behiad jpackdgd thheet t han
between said second end portion of said tape and said package sheet; said
t ape exCeRERNEPCEEier °igrddfridrgenshesige crptd Mitdees etidild fer®t porti on
bei ng rel easably adhered on said second wapping portion; and said

snoot hi AFY pFTEEs's “BeRigIc BP F et Sodt OBy bI’OGPnPEgsaa}dr E3F8t F19 APBYR resin

~coating or a resin lamnating. 3 1 MAR 2966
side edges;

a tape having first and second end port}ons and having a
uniformly applied adhesive layer thereon;

a smoothed portion being formed on a surface of said first
wrapping portion by a smoothing process fo achieve greater
adhering force between said first end portion of said tape and
said package sheet than between said second end portion of said
tape and said package sheet;

said tape extending across said first end edge with said
second end peortion being releasably adhered on said second
wrapping portion; and

said smoothing process being carried out by forming a resin

film by a resin coating or a resin laminating.

e e e e e




- 10a BRI EF DESCRI PTI ON OF THE DRAW NGS The present invention wll be

understood nore fully from the detail ed description given herehﬂgfgﬁg gms
fromthe " acconpanyi ng drawi ngs of the preferred enbodi nent of t s

15 invention, which, however, should not be taken to be limtative to the
invention, but are for explanation and understanding only. In the draw ngs:
Fig. 1 is a _ perspective. view of an jndividual package 20 of an '
absorbent article according to the pref€ent i.nvention; Fig. 2is a
perspective view of the individual package of the absorbent article.of the
present invention illustrated in developed condition; Fig. 3Ais a parti al
perspective view of the individual 25 package; 3 1 MAR 2006 - 11 Fig. 3B
is a section taken along line B- B of Fig. 3A;, Fig. 4 is a perspective

vi ew showi ng one enbodi nent of a snoothed region in the individual
package; Fig. 5 is a perspective view show ng anot her enbodi nent 5 of the
snoot hed region in the individual package; Fig. 6 is a perspective view
showi ng a further enbodi nent of the snpothed region in the individual

package; : :
BRIEF DESCRIPTION OF THE DRAWINGS

The present invention will be understood more fully from
the detailed description given he;einafter and from :the
‘accompenyingdrawingsofthepreferredembodimentofthepresent :

15 invention, which, however, .should_'_not be taken to be limitative -.
to the inven?ion, but are for explaeation and understanding
only. |

'In the drawings:

Fig. 1 is a perspective view of anAindividual package

20 of an.absorbent article according to the present invention;

Fig. 2 is a perspective view of the iﬂdividuai package
of thehabsofbent erticle_of the present invention iilustrated
in developed condition;

Fig. 3A is a partiei perspective view-of the individual

257 package}




Figs. 7A and 7B are partial perspective views of the individual package
with ot her enbodi nents of the snoothed 10 regions; Fig. 8 is a,par iab
section of the individual package show ng adhering portion of %‘f§Q@ -Wﬁ
anot her enbodiment; Fig. 9 is a section showing a further enbodi nent of

t he individual package according to theipresent invention; 15 Fig. 10 is a

section showing a still further enbodi ment of the individual package
according to the present .invention, Fi,g. 11A is.a perspective view for
expl ai ni ng an evgﬁﬁﬁtg nlfegt?e?ﬁtfnlﬁiﬁ%Q;a 9?@%9?8% Forq£§3¥§FﬁTn Bfhe
eval uation test; 20 and,Figs. 12A and 12B, are diagranmatic il] ustrations

showi ng an i mage fpr%océs<EdsBFFARBCbE VR SOVEIPHHIT i weSiregitgot12A
shows the surface of the non-woven fabric not snobothed and Fig. 12B shows
t he snoot hét SAFERE JfeTIRD nigh-Wisy e diabrdwal PESKIESERI PTI ON OF THE

PREFERRED EMBODI MENT - 12 The present invention will be discussed
hereinafter in dét%iP if 2 aersrective piereshedliemtrodithan esbodisepitesent
invention with reference to the acconpanying drawings. In the follow ng
descri pbi omf mirerousoFpetiféaidetial |tharimdietidud lpai-kagear der to provi de
a thorough understanding of the present invention. It will be obvious,
however, to those&iski blidaigerspective view showing a further embodiment
of the smoothed region in the individual package;
Figs. 7A and 7B are partial perspective views of the
individual package with other embodiments of the smoothed
10 regions;
Fig. 8 is a partial section of the indiwvidual package
showing adhering portion of a tape in another embodiment:;
Fig. 9 1s a section showing a further embodiment of the
individual package according to the present invention;
15 Fig. 10 is a section shoWing a still further embodiment
of the individual package according to the present invention;
Fig. ll1Aisaperspectiveview forexplaininganevaluation
test; |
| Fig. 11B is a section for explaining the evaluation test;
20 and
| Figs. 12A and 12B are diagrammatic illustrations showing
an image processed surface of non-woven fabric, wherein Fig.
12A shows thersurface of the non-woven fab:ic no£ smoothed and

© Fig. 12B shows the smoothed surface of the non-woven fabric.

25 DESCRIPTION OF THE PREFERRED EMBODIMENT




the art that the present invention may be practiced without thege, specifie
details. In other instance, well-known structure is not shown id HMAR 2046
order to avoid unnecessary 10 obscurity of the present invention. Fig. 1
is a perspective view of an individual package of an absorbent article
according to the present invention, Fi 2 is a perspective view of the

i ndi vi dual package of the absorbent article of the present invention
illustrated in 15 devel oped condition, Fig. 3Ais a partial perspective
view of the indi TAeluaiegrivkdgeerdridrFivg113Bei diacyesefdrerakent péonigy |ine
B- Bof Fig. 3A. In an individual package 1 shown in Figs. 1 and 2, each

i ndi vi dual @apiihrynnbpkina 2fi $her ppedd rirgda ephokidgenshedt th: P2fksent

one- by-one. The package sheet 10 has a first surface 11 to be pl aced

out si.de of imreenntowiwdudl rpfekageeltshbvnaddohshyinqadawiseeandIinsiHd ace
12 to be placed inside of the individual package 1. At least the first

surface 11 pblideipgekage iptdein,lfuisrbes AT W sbtai lEausestfdiatnre.
Preferably, the entire package sheet - 13 10 is formed with the fibrous

structurse. FRIoRXSAPLE, pidvidie &Noyw- S0 dimMt ot £h SIH-Ponded ,ansyoven

fabric is exposed on the first surface 11 and the spun-bonded non-woven
fabric is alg@.£xpgsed an Jfihe $ec0R¢ichdl nowever, to those skilled in

the art that the presenf invention may be practiced without

these specific details. In other instance, well-known

structure is not shown in detail in order to avoid unnecessary
10 obscurity of the present invention.

Fig. 1 is a perspective view of an individual package
of an absorbent article according to the present invention,
Fig. 2 is a perspective view of the individual package of the
absorbent article of the present invention illustrated in

15 developed condition, Fig. 3A is a partial perspective view of
the individual package, and Fig. 3B is a section taken along
line B - B of Fig. 3A7

In an individual package 1 shown in Figs. 1 and 2, each
individual sanitary napkin 2 1s wrapped by a package sheet 10

20 one—-by-one.

The package sheet 10 has a first surface 11 to 5e placed
‘outside of the individual pack.age 1 shown in Fig. 1 and a second
surface 12 to be placed inside of the individual package 1.
At leasf the first surface 11 of the package sheet 10 is formed

25 with a fibrous structure. Preferably, the entire package sheet




5 surface 2. Between the spun-bonded non-woven fabrics respectively exposed
on the first and second surfaces 11 and 12, a neltbl own non-wo A MARr 7055
is sandwi ched to forma three-layer structure. The spun-bonded non-woven.
fabric is fabricated by form ng 10 continuous fiber by extruding

thernopl astic nmolten resin through -a_ngzzle of spinner and heat-fusing the
‘continuous fiber between heat rollers. The thernoplastic continuous fiber
maybe a sin fiber of PE (polyethylene) PP (pol ypropyl ene), PET
(polyethyléﬁ% o rEpHISAI A E) , CRp aF 1P HRS nEF E@FEPEE and PP or 15 bi conponent
fi ber of sheath-core structure including PP or PET in core portion and PE
in sheath porti orfOTheX#TpbAes$Nofthchesheigmt pRbBEsNENber af Gravmdaried

spun- bonded non-woven fabric is in a range of about 1.1 to about 6.6 dtex.
The nel t bl owR TP EDVETRPfEbrie ¢xpdedd i oattdte bd mxt radi e 200 taret oy asti
nolten resin through a fine nozzle of a spinner, blow ng hot air around
the fine nogzaire-honded mextwevehyfibnéc éentilsoouspokedomnc anid rsaitsid | ber
~and heat-fusing extrenely fine fibers by the hot rollers and so forth.

Ther nopbastswrface XiberBaayebe atRéngspud+ibetided Rn-RRwd REbrigaft

pol ymer 25 of PE and PP or biconponent fiber of sheath-core structure 3 1

MAR 2006 - ddspéddied whi 10 f8a RN dne ¢ek@tPanti 98c8Rd RE-Ficsbept hing
portion. The neltblown non-woven fabric forned fromfine fibers has high
12, a meltblown non-woven fabric is sandwiched to form a
three-layer structure.
The spun-bonded non-woven fabric is fabricated by forming
10_ continuousfiberbyextrudingthermoplasticmdltenresinthroagh
anozzle of spinner and heat~fusing the continuous fiber between
- heatrollers. r Thethermoplasticcentinuous fibermaybeasingle
fiber of PE {polyethylene), PP (polypropylene), PET
{(polyethylene terephthalate), graft polymer of PE and PP ox
15 - bicomponent fiber of sheath-core structure including PP or PET
in core portion and PE in sheath portion. The fineness of the
continuous fiber forming the spun-bonded non-woven fabric is
in a range of about 1.1 to about 6.6 dtex.
Themeltblown non-woven fabric is fabricated by extruding
20 thermcoplastic molten resin through a fine nozzle of a spinner,
blowing hot air around the fine nozzle to form extremely fine
continuous or non-continuous fiber, and.héat-fusing extremely
fine fibefs by the hot rollers and so férth. Thermoplastic fine

fiber may be a single fiber of PE, PP and PET, graft polymer

25 of PE and PP or bicomponent fiber of sheath-core structure




fiber density with smaller gap to exhibit superior barrier ability for

dirt in the atnosphere and water resistance. 5 Fineness of the fi:)nq MARETH06
form ng the neltbl own non-woven fabric is in a range of about 0.11 to about
0.66 dtex. In the condition where the spun-bonded non-woven fabrics on the
sides of the first and second surfaces 1%, -12 and the neltbl own non-woven
fabric di sposed between the spun-bonded 10 non-woven fabrics are | am nated,

pr edet er m 0SS tte s formed for part] EI heat - fused portions
by pressur ﬁ?gﬁlfdﬁlé%n%aﬁera?fgﬁg}nﬁﬂg? Q%etﬁoéﬁiaﬁ’ﬁ‘ltg %%%%M iU are
i nt egrated th rtially heat-fused rtions. A basis weight of the
entire pacéﬁ%mgﬁgg’?ofﬁ‘ ?%Xb‘?’%?%?df%iiﬁfl‘ggopﬁe%frréﬂbgl’aﬁ Hébaw 188 hyydte.
When t he basj s vvei%k}l\;, is spaller than 10 g/nR2, the strength of the package
sheet 10 b TRy oY pBLERt FRELYCEaGER tepedhebift PeTdn kARl igrackage
1. the other hand, when the basis weight is in excess of 100 g/n2, the
package shedtlibthetdreslictcelsi Foky atagpharehears coasipvel ne Qi tsaride .
entirely in the condition of the individual package 1. The package sheet
10 i s fé&rneditengscohpds fmefiberflormahgridre melenl fabnioaswooehaiabnyic -
generate rustling sound upon- unpacking. On the other hand, upon peeling
t he heat se@d eth pardngm,opeshouyg Solhdtbestormes Gned | dedb. The package sheet
10 has both side edge portions 13 and 3 1 MAR 2906 ‘
In the condition where the spun-bonded non-woven fabrics
on the sides of the first and second surfaces 11, 12 and the
meltblown non-woven fabric disposed between the spun-bonded
10 non-woven fabrics are laminated, predetermined emboss pattern
is formed for partially heat-fused portions by pressurization
and heating. Thus, the laminated non-woven fabrics are
integrated by the partially heat-fused portions.
Abasis weight of the entire package sheet 10 ispreferably
15 in a range of 10 to 100 g/m?. When the basis weight is smaller
than 10 g/m?, the strength of the package sheet 10 becomes low
to potentially cause rupture of the individual package 1. On
the other hand, when the basis weight is in excess of 100 g/m?,
the package sheet 10 becomes excessively thick tobe excessively
20 stiff entirely in the condition of the individual package 1.
The package sheet 10 is formed from compOsite-material
of non-woven fabrics to hardly generate rustling sound upon
unpacking. ©On the other hand, upon-peeling the heat sealed

portion, peeling sound becomes small.

25 The package sheet 10 has both side edge portions 13 and




- 15 14 extending in a longitudinal direction (Y directionin Fig. 2),
and first and second end edges 15 and 16 located at front and ?gar ﬂRdngn
the |l ongitudinal direction. The side edge portions 13 and 14 p iHe

| onger edges and the first and second 5 end edges 15 and 16 provi de shorter
edges to formrectangul ar package sheet;js1Q.. The sanitary napkin 2 to be

wr apped by the package sheet 10 includes a liquid inperneable back sheet

3, aliquid permeable surface sheet 4 and an absorbent |ayer 5 disposed
bet ween t hel 10PHERRILPREI” 3 SRBIERBIL DAL atbradiedn 4Y thaesidknshedil s and
the surface sheet 4 are bonded together along the circunference

sur r oundi ng4t he2BBshibehtanhpacond prdaedens ek pard ilénlebaskd ahefwami t ary
napkin 2, mﬁng portions 2a are extended laterally. On the surface of the
back sheet 8ndar@irh Body sndehadResigisudibalagérestionpr ol estidOnedde

ot her hand, on the surface of the back sheet 3 formng the wing portions
2a, W ng sideradhesiMeantayepsovideel mayt dddesTrel atbesi ve: bayesscdnand 7
are pressure sensitive adhesive such as a rubber type, having repeatedly
adher i ng abehiltydges adheriang 60breci dui s oppr Rigeat @ cadbeni Pg-RdhGiTengt h.
As shown in Fig. 2, on the second surface 12 oriented toward inside of the
package shegphctfgeashkest 10el ease sheet or rel ease paper 21 and a second
rel ease sheet or rel ease paper 22 are fixed. Each of these rel ease sheets

21 and 22 is formde sanitary napkin 2 to be wrapped by the package sheet
| 10 includesa liquid impermeable back sheet 3, a liquid permeable
surface sheet 4 and an absorbent layer 5 disposed between the
10 back sheet 3 and the surface sheét 4, The back sheet 3 and the
surface sheet 4 are bonded together along the circumference
surrounding the absorbent layer 5. 1In a center portion. 2b of
the sanitary napkin 2, wing porfions 2a are extended laterally.
On the surface of thebacksheet 3, amainbody side adhesive
15 layer 6 is provided. On the other hand, on the- surface of the
back sheet 3 forming the wing portions 2a, wing side adhesive
layers 7 are provided. The adhesive layers 6 and 7 are pressure
‘sensitive adhesive such as a rubber type, having repeatédly
adhering ability to adhering dbj ect with appr_opriai_:e adhering

20 strength. ) |
As shown in Fig. 2, on fhe second surface 12 oriented
toward inside of the package sheet 10, a first release sheet
or release paper 21 and a second release sheet or release paper

22 are fixed. Each of these release sheets 2_1 and 22 is formed

25 from a synthetic resin film, tissue paper, laminated sheet,




25 froma synthetic resin film tissue paper, |lam nated sheet, 3 1 MAR 2006
- 16 in which afilmis lamnated on the surface of a paper or Woﬁhﬁoﬁﬁﬁ
fabric. On the surface of each rel ease sheet 21, 22, silicon (ﬁ
fluorinated resin is applied and provided heat curing, UV curing or EB
treatnment-to forma release surface ta ggable 5 repeatedly peeling and
adhering to the adhesive layers 6 and 7 of the sanitary napkin 2. In the
manuf acturi ng et hod_of the individual package 1, a strip form non-woven
fabric to be FRaCHackhYR isnemingreq an &gty elh A frivRRET PrinPIv A¥iarect | on
shown in Fig. 2. The 10 rel ease sheets 21 and 22 ate fitted on the surface
of ‘the stri%ﬂbﬁﬁm fonIRevenrfapei ef carh sedicegey shapki Al s2Awwitlddam t he
rel ease sheets 21 and 22. Then, the non-woven fabric and the sanitary
napki n 2 arer fiolwudinaed thes ighdpe appdwrdi andi grovidedheezafdwring hévimat i ng
portion of the non-woven fabric is heat 15 seal ed. Subsequently, the
non-woven fabrimgisrcUB toeaepanat-eo dach iEndieliedsal spadkage th et lsuppl y
direction (MD) of the strip formnon-woven fabric is X direction, and the

Y di rectsi onrepped pedly gl id® driie a¥hdirieet itonthe £Ehasisbovsyéns F§ Gind.
Next, the folded structure of the conpleted individual 20 package 1 wll
be descri befl. o Ast s oM i Paf| Gnagkih 2t he condition where the main body

si de adhesive |ayer 6 forned on the back sheet 3 of the sanitary napkin 2
is fitted on the fjrsfe AL turing method of the individual package
1, a strip form non-woven fabric to be the package sheet 10
is supplied continuously in MD direction shown in Fig. 2. The
10 release sheets .21‘and 22 are fitted on the surface of t_:he strip
form non-woven fabric. Thé sanitary'nap.kin is mounted on the
release sheets 21 and 22. Then, the non-woven fabfic and the
sanitary napkin 2 are folded into the shape shown in Fig. 1.
Tﬁereafter, the mating portion of the non-woven fabric is heat
15 sealed. Subsequently; the non-woven fabrj:_e is cut to separate
each individual package 1. The supply direction (MD) of fhe
strip form non-woven 'fabri'c is X direction, and the ¥ direction
perpendicular to the X direction is CD as shown in Fig. 2.
Next, the folded structure of the completed individual
20 packagelwillbedescribed. AsshowninFig. 2, inthecondition
‘where the main body side adhesive layer ¢ formed on the back
sheet 3 of the sanitary napkin 2 is fitted on the first release
sheet 21 secured on the inner surface of the package sheet 10,

a front portion 2c of the sanitary napkin 2 is sandwiched between

25 a non-adhered portion of the second release sheet 22 and the




sheet 21 secured on the inner surface of the package sheet 10, a front
portion 2c of the sanitary napkin 2 is sandw ched between-25 a QQP'W%W
portion of the second rel ease sheet 22 and the 3 .1 MAR 2006 - 17
packagesheet| O. Wen the package sheet 10 and the front portion 2c are
folded on the center portion 2b, the seadnd rel ease sheet 22 is fitted on
the wi ng side adhesive layers 7. Furthernore, a rear portion 2d of the

sani tary napkipad. apdothe pagkans sheel, . d0uare bolded gastier ion

overl apping on t ront por esu S

the condition _where, .the first end edge 15 qf the package sheet 10 is
sandwi ched ?%gtr\?/e%ecr)\l?%d & Jﬁ{‘%rceﬁlo 5 Bar’é’bo%\%&"tﬁ & Ist?gf’r%o}:?%%ﬁs?(?h&ett he

e ce
sanitary n %i.n % %h ackage .sheet 10 j.s placed thereover 10 to place the
second endag ge 14t th%é K88 SheetadrSve haY tppbr nddtr hedmaren.
Here, a portion where the package sheet 10 is stacked sandw ching a part
of the sani? &BFTRPKFHCR HePhddit seRd tRrystarRin dryed theapackhge séestd end
edge 16 of the packafe sheet 10 will be referred to as an overl apping
portiond29.1a55¢ &2}ded fepgricheey oerp b DB amd 26 Suasridipug tdloengct-he
si de edge portions 13 and 14 of the package sheet 10 and having a width W
nmut ual | y. mati ng pot ta gesudft,t he phokagen Sigpt 110inaklee prassilriedhand
heated for fuse-bonding the mating portions of the package sheet 10 to
f or m heat - stetad effi pot temdseddrs ef Brabl yhe Atk dheyheatectedl0 peY tdmiwvidhed N a
formof plurality of dots
between the center portion 2b and the rear portion 2d of the
sanitary napkin 2, the package sheet 10 is placed thereover
10 to place the second end edge 16 of the package sheet 10 at the
uppermost position. Here, a portion where the package sheet
10 is stacked sandwiching a part of the sanitary napkin 2 between
the first end edge 15 and the second end edge 16 of the package
sheet 10 will be referred to as an overlapping portion 29.
15 In strip form seal regions 25 and 26 extending along the
side edge portions 13 and 14 of the package sheet 10 and having
a width W, mutually mating portions of the package sheet 10
are pressurized and heated for fuse-bonding the mating portions
“of thepackage sheet 10 to formheat~sealedportions. Preferably,
20 the heat-seal portions are in a form of plurality of dots.
distributed in respective seal regions 25 and 26.
A surface of an upper portion 18 of the package sheet
10locatedeﬂ:theoutermostpositionjjltheoverlappingportion

2% is identified by the reference numeral 18a. On the other

25 hand, a surface of a lower portion 19 of the package sheet 10




distributed in respective seal regions 25 and 26. A surface of an upper
portion 18 of the package sheet 10 |ocated at the outernost pds] tMAR 2005
the overl apping portion 29 is identified by the reference nuneral 18a. On
the other 25 hand, a surface of a |ower portion 19 of the package sheet 10
3 1 MAR 2006 - 18 mating with the uppefgportion 18 is identified by the
reference nuneral 19a. In the individual package 1, fromthe surface 18a
of the wupper portion 18 of the package sheet 10 to the surface 19a 5 of
the | ower p@ttingnwibhdthe HEPpackekfel @hd8tig ddeatidpgedeRy diti ngfacross t he

- second end edge 16 is adhered. The tape 30 includes a base end portion
fixed on t meusuefladéal8a by adhesion and serving as a fixed portion 30a,
and a free end portion fixed on the surface 19a by adhesi on and serving as
a re | eas ably admethagirddiwordiohgiandgager 1| ofir@DihheAsnedaon Whercd the fi xed
portion 30a of the tape and the surface 18a of the package sheet 10

overlap, iwpped ipad ile@gilen oFl chas pakeayel BhEkd. 18Aroasbunsng fhkat 1bhe
width of the tape 30 is x and the overlapping |length of the overl apping

portions 1% OthéhewedPgo30iand ot be thd pacRadSanketyro t Rec asLaxebntikagf i Xed
region 31 is (x y). The tape 30 is forned froma single layer filmsuch as

a pol ypropy g d thi s Kabyethy @@‘Seflid Msafghd ey | 1 ke Phpé 30 includes

a base end portion fixed on the surface 18a by adhesion and
serving as a fixed portion 30a, and a free end portion fixed
onthesurfacel%9abyadhesionandservingasareleasablyadhering
10 or bonding portion 30b. A region where the fixed porﬁion 30a
of the tape and the surface 18a of the package sheet 10 overlap,
is a fixed region 31. |
As shown in Fig. 32, assuming that the width of the tape
30 is x and the overlapping length of the overlapping pertion
15 of the tape 30 and the surface 18a is y, the area of the fixed
region 31 is (x vy).
The tape 30 is formed from a single layer film such as
a polypropylene filmr,A polyethylene film and the like, or a
multi-layer film laminated a plurality of kinds of resin films.
20 As shown in Fig. 3B, on the lower surface of the tape 30, a
pressure sensitive adhesive layer 32 is formed. The pressure
sensitive adhesive layer 32 is formed of the same material and
the same application amount (the same thickness and the same
basis weight) over the entire length of the tape from the fixed

25 portion 30a to the releasably adhering portion 30b of the tape




multi-layer filmlamnated a plurality of kinds of resin filns. %f1A@ ﬁhﬁmﬁ
in Fig. 3B, on the |ower surface of the tape 30, a pressure sensi%ilv A
adhesive layer 32 is formed. The pressure sensitive adhesive layer 32 is
formed of the same material and the sane application anount (the sane

t hi ckness and the sane basis weight) -ogyer -the entire length of the tape
fromthe fixed 25 portion 30a to the rel easably adhering portion 30b of the
tape 3 1 2006 - 19 30. The pressure sensitive adhesive |ayer 32 is
typically Fmed froma rubber type or polyester type el astoner, a hot

melt type adhesive essentially contajning thernoset resin, and 5 so forth.

In the enbodi ment TRARFETTIES g2enAL $ Vs ARRTIYhel BT 1 & davRicae fi xed
region 31, the surface 18a of the package sheet 10 is frovided a snoot hi ng
process. ThECER®StH ey Protdsy HYPeert BrAygsberobBPei e+2AEONAE, taP® R0 by
pressurizing an area 10 within the fixed region 31 or an area w der than
the fixed reglotyrladRysine gasesdurdldat contpiotegShatm wenseesynofandce
fibers is increased in the surface 18a of the package sheet 10 to increase
t he nuntder &6 fobelhs in the sane surface or in one plane. As a result,
effective contact area with the fixed portion 30a 15 of the tape 30 is
i ncreased to achi evelgr eabediagher sRgwhAC&EigsAS1fas thebvieretRerattire
snoot hi ng process, in the fixed
area of the fixed region 31, the surface 18a of the package
Sheet]l)isprovidaﬂasmoothingprocess. Thesmoothingprbcess
is performed before fitting the tape 30 by pressurizing an area
10 within the fixed region 31 or an area wider than the fixed region
31. By the pressurization process, the density of the fibers
isincreased inthe surface 18aof thepackage sheet 10 to increase
the number of fibers in the same surface or in cone plane. As
a result, effective contact area with the fixed portion 30a
15 of the tape 30 is increased to achieve greater adhering force.

As further preferred smoothing process, in the fixed
region 31 or in the area wider than the fixed region 31, the
package sheet 10 is locally pressurized and heated. 'A.heating
temperature at this time is preferably higher than a softening

20 point of the resin forming the fibers and lower than a melting
point of the resin. Byheatingprocess, the resin on the surface
of the fibers appearing on the outer surface of the package
sheet 10 is softened to smooth the resin surface, and by

pressurization process, the outer surface of the package sheet

25 10 is smoothed. -Thefefore, the fixed portion 30a of the tépe



region 31 or in the area wider than the fixed region 31, the package sheet
10 is locally pressurized and heated. A heating tenperature at t®it MARH0S

is preferably higher than a softening 20 point of the resin formng the
fibers and lower than a nelting point of the resin. By heating process,
the resin on the surface of the fibers2appearing on the outer surface of
t he package sheet 10 is softened to snooth the resin surface, and by

pressuri zatjpn. prqcess, t.he outer surface of the ach Sheet 25 10 is
smoot hed. 'Ijherce no?)ee: If%rénlfo xfg]tf'(epcg)r?rla o%h%é%la%]?aQ%éqq"teaep g@‘l MAR 2006 20 30
can be firmy fixed gn the package sheet 10. It should be noted that the
snoot hi ng proces? aﬁ%?ﬂ}éxééf%?ﬁ%ﬁ ERekr tRANEPPRENERE PEREGSSorE0RS30a of
the tape 30 on the surface 18a of theogfckage sheet 10. In this case, the
5 package SfEtCItEhRd tete 2PNREdNEoF IF ohl X8R R il BQgecBotlae £ape 30
pressuri zed together or pressurized and heated. Thus, the surface 18a of
t he package®skést seofagn bea shoélwerarkavfeshested 0.r egnonh B care t ldef i xed
~portion 30a of the tape 30 can be further firmy fixed on the package
sheet | 186. I dsEhelestn 1R gnd3Bheaf paed mfrttive Bi0p efidtbé . tdme dfhearieng
portion 30b of the tape 30 is folded and maintained in folded condition by
t he pressuneeensiijecd aohesheare baypred8utrdzédr anda hgritpdpor rhog, 3@6e | N
t he individual package shown in Fig. 1, in the condition
surface 18a of the package sheet 10 can be smoothed in the fixed
region 31 and the fixed portion 30a of the tape 30 can be further
firmly fixed on the package sheet 10.

10 As shown in Fig. 3B, a part of the tip end of the adhering
portion 30b of the tape 30 is folded and maintained in folded
condition by the pressure sensitive adhesive layer 32 to form
a grip portion 30c.

Inthe individual package showninFig. 1, inthe condition

15 where the fixed portion 30a of the tapé-30 is firmly adhered
on the surface 18a of the upper portion 18 of the package sheet
10 at the outermost position in the overlapping portion 29,
the adhering portion 30b of the tape 30 extending across the
second end edge 16, is adhered on the surface 19a of the package

20 sheet 10, (which the surface 19a is not subject to smoothing
process) by the pressure sensitive adhesive layer 32.

On the surface 19a, since the fibers forming the non-woven
fabric are randomly oriented, the bonding area between the

adhering portion 30b of the tape 30 and the surface 19a becomes

25 substantially small. Accordingly, when the grip portion 30c




15 where the fixed portion 30a of the tape 30 is firmy adhered on the
surface 18a of the upper portion 18 of the package sheet 10 at 3 HeMAR 7008
outernost position in the overlapping portion 29, the adhering portion 30b
of the tape 30 extending across the second end edge 16, is adhered on the
surface 19a of the package 20 sheet 1Q, oGwhich the surface 19a is not

- subject to snbothing process) by the pressure sensitive adhesive | ayer 32.
On the surface 19a,, since the fibers form ng the non-woven fabric are
randon y or?En?%%%%%eerﬁgrﬂ#ﬁ&eaﬁé@eﬁéﬂﬂe%r%@n ARet s rigr Bered iy 301 of
the tape 30_and the surface 19a becones 25 substantially small

Accor di ngl yE15@eh a1k gt IRA tPentBe@dberiparooupEon 39 iatralwtitiglend of
t he adhering portion 30b is gripped by the finger and is pulled up, the
adheri ng poP@fbhy3pdeiedrefftthel yuréase| J9peel ed of f the surface 19a. On
the other hand, in the fixed region 31, the surface 5 18a of the package
sheet 10 and the 9 xee portdhmaBGhE dfh the fiapd B88ybee 31y nhe adheved
There fore, when the adhering port ion 30b is lifted up, the fixed portion
- 30a of the t@peoBtlancadiegaipieretpditt izan tBeofikbe Ppockage Sheatir kG are
not easily peeled off to be |lifted up together with the tape 30. By

lifting up d8p& Be atepeirmby 4dR8rd8. of THde: ek ageesheeth dh@riheadose@l, of
‘the package sheet 10 in the strip formseal regions 25 and 26 is broken.
~ Then, by graepiingl1amdedd hbl nenePr 108 idrli BNH08UE the tape 30 and the
upper portion 18 of the package sheet 10 are not easily peeled
off to be lifted up together with the tape 30. By lifting up
10 the upper portion 18 of the'package sheet 10, heat seal of the
package sheet 10 in the strip form seal regions 25 and 26 is
broken. Then, by gripping and lifting up the first end edge
15 of the package sheet 10, heat seal of the package sheet 10
in the strip form seal regicns 25 and 26 is further broken to
15 permit unpacking of the sanitary napkin 2 as shown in Fig. 2.

On ﬁhe other hand, upon wearing of the unpacked sanitary
napkin2replacingfortheusedsanitarynapkid,theusedsanitary
napkin can be wrapped with the opened package sheet 10. -At this
time, the package sheet 10 is wrapped around the used sanitary

20 napkin from-the first end edge 15, and is fixed by adhering
'th<_a adhering portion 30b of the tape 30 extending from tile second
end edge 16 at the trailing end, on the outer surface of the
packagesheeth.7Thus,theusédsanitarynapkincanbedispOSed

with wrapping in the package sheet 10.

25 At this time, since the fixed portion 30a of the tape




15 of the package sheet 10, heat seal of the package sheet 10 E::E" Bﬁ r|p
formseal regions 25 and 26 is further broken to 15 permt unpacki'n Bt e
sanitary napkin 2 as shown in Fig. 2. On the other hand, upon wearing of

t he unpacked sanitary napkin 2 replacing for the used sanitary napki n, the
used sanitary napkin can be wapped w R t+he opened package sheet 10. At
this tinme, the package sheet 10 is wapped around the used sanitary 20

napki n fromghes {15t endyadae, njogt 3 5,8 £hlxed by, d;b&?é]ic “«8% th?eL%@gl[ ring

portion 30b of the tape 30 exte ng fromthe sSecon t he
trailing englIé <Op; Lhe oLt u ce of the heet 10. Thus, the used
sanitary napkin Ganh bé d?%%%s%é p%%)ng |"%ﬁ[f1en°ptactf<%dee t°ffy. 25
At this ti si.nc teheO%ted ortlon%te thetagﬁ 3 1 MAR 2006 - 22
30 is firmy ad"?tere ﬁ%? &8&5@% eet® 195 1P (R §3%%ed
portion SOa%[?f t ape 30 g not_ be peeled off the surface of the
package shedfC19F e¥eh F9P%h Ogt“"f PHotred ont B0k rge thir s pr 3o WeaRRined
with large force upon wrapping 5 the used sanitary napkin. Here, preferred
snoot hnéss bfe tPeed uFate? by ‘t*‘?iekh%n woven fabric in the fixed region 31
subj ecting to snoothing process in the package sheet 10 for bonding the
tape 30, is great®rei Rapfsrredualoati st of thelserdmet hhehs ricn-hessert han
5090, bondi ng
fabric in the fixed region 31 subjecting to smoothing process
in the package sheet 10 for bonding the tape 30, is greater
thanor equal to50%. If the smoothnessislessthan 50%, bonding
10 strength between the surface of the smoothed package sheet 10
and the fixed portion 30a of_the tape 30 becomes too small.
Further preferred smoothness is greater than or equal to 65%.
Here, the smoothness is derived by picking up an image of the
surface of the package sheet 10 or a predetermined measuring
15 range of the surface performed smoothing proces.s of the package
sheet bymeans of a CCDcamera, suchas "teli C55850" {(tradename),
manufactured by Tokyo Electronic Industry Kabushiki Kaisha,
binarizing the image using an image analyzing software, such
as "Image Hyper II Ver. 3.2" available from Kabushiki Kaisha
20 Interfect, and deriving an area ratio of the smooth portion
fromthe binarized image. By this, thearearatioof the fibrous
area located at the surface of the package .sheet 0r the portion
appearing on the surface formed into a film by crushing the

fibers is derived.

25 - Figs. 12A and 12B diagrammatieally show one example of




10 strength between the surface of the snoothed package sheet 10 and the
fi xed portion 30a of the tape 30 becones too small. Further pr f?r@m 2006
shoot hness is greater than or-equal to 65% Here, the snoot hneSs

derived by picking up an image of the surface of the package sheet 10 or a
predeterm ned nmeasuring 15 range of thejsgucface perfornmed snoothing process
of the package sheet byneans of a CCD canera, such as "teli CS5850"

(tradenane) ., .manufactured by Tokyo El ectronic Industry Kabushi ki Kai sha,
bi nari zi ng e BiEge A7d Ag29F ithable dia i sRedorendee,  Saeunirey mige
Hyper 11 Ver. 3.2" available from Kabushi ki Kai sha 20 Interfect, and

derivi ng anthf @ HIVEoff abKd Cshpbt HipRet &9 sReathhegirRrs e dPprags. By
‘this, the area ratio of the fibrous area |ocated at the surface of the
package shextshewnha Eisrtloh, whppeasithg sorratiiedsuf faee é bthedomwovanf i | m
by crushing the fibers is derived. 25 Figs. 12A and 12B diagrammatically
show one ex@aiptiec ofpiBdr VAR 2006vn 123 Filghe 1BBnar A zegk i srege tihe téhea of
nmeasur enent range. The surface of the non-woven fabric not subject to

snoot hi By prioe sz tdppeat sar asedmwhshowhi th dh2A, coher eapetbhe ngnDRthed
surface of the non-woven fabric appears as shown in Fig. 12B. A ratio of

the area ofiaddergianid @hcbhraki €0 theshwenichtdabkgeol or-SRDGAd RY I N
each 1image versus the area of the nmeasurenent range is referred to as
snDot hness. a5 smoothness.
| On the other hand, it is preferred that the package sheet
10 has a breaking strength in CD greater than or equal to 3N
10 per 25 mm width, and a tear strength of the package sheet 10
| inCDisgreater thanorequal to2.5N. Whenthebreakingstrength
and the tear strength in CD of the package sheet are greater
than or-equal to the foregoing values, unwanted rupture of the
package sheet 10 can be successfully prevented upon lifting
15 up the package sheet 10 together with the fixed—pértion 30a
onunpaékingbypullingthetape30,oruponadheringtheadhering
portion 30b by pulling the tape 30 on wrapping the used sanitary
napkin.with ﬁhe'package sheet 10.
Next, Figs. 4 to 6 respectively show examples of regions
20  to bhe subject to smoothing process.
In Fig. 4, a region subject to smoothing process is
identified by the reference numeral 33a. In the shown example,
the region 33a is formed into a stripe shape'exténding in MD
direction. The length of the region 33a in the direction of

25 MD is gfeater than the width x of the tape 30. In Fig. 5, a




“On the other hand, it i's preferred that the package sheet 10 has a

breaking strength in CD greater than or equal to 3N 10 per 25 rgrﬁy' , 5'
and a tear strength of the package sheet 10 in CDis greater tha J'%Q@%ﬂ

to 2.5N. When the breaking strength and the tear strength in CD of the
package sheet are greater than or equal,to the foregoing values, unwanted
rupture of the package sheet 10 can be successfully prevented upon lifting
15 up the package sheet 10 together with the fixed portion 30a on

unpacki ng b5ePOT i AHLIRETt e FBoocBRiRnGoRTagkesi AF tikenidhekedgbypdrhts on
30b by pulling the tape 30 on wapping the used sanitary napkin with the
package sheegfdendirumeiiags 334 .t oTiee respiant Bvbl s slromesk anpbes fripegi ons
- 20 to be subject to snmoothing process. In Fig. 4, a region subject to
snoot hi ng prloges shitendidentovidred hbyebhire efargricd mnbber al r83aionl oif tiMe
shown exanple, the region 33a is formed into a stripe shape extending in
MD directianthEheuteagehsaf offhehs egickagd3ahéat tie dihecid 06,04 tyiMa i s
greater than the width x of the tape 30. In Fig. 5 a 3 1 MAR 2006 - 24

regi on subj ©i@h 6 S b dih DROGEBSCE Ss | dentddid ek iy tdie tHehr@nes, wner al
33b. The region 33b is fornmed into a stripe shape extending over the

entire | englhmd PaiBecdi rectho8 (lgiMa 39, LACheW3Ce 108 OF th@%%&!ﬁfege,
sheet 10. In Fig. 6, a region 5 subject to snoothing process is 1dentified
by the ref CLlee 10, a predetermined length of strip form smoothed region
extending in the direction of MD is formed. The stripe form
region 33c is separated by non-processed portions 33d provided
10 with a given pitch.
The regions 33a, 33b and 33c shown in Figs. 4 to 6 will
be formed through the following processes.
In the manufacturing process of the individual package
1, a strip form non-woven fabric is continuously fed in the
15 direction MD. By contacting a pressure roller or a pressure
and heating roller onto the strip form non-woven fabric, the
étripe form smoothed regions 33a, 33b and 33c extending in the
direction MD can be formed on the non-woven fabric. After
. adhering the fixed portion 30a of the tape 30 onto the smoothed
20 reg}ion 33a, 33b or 33¢, the process is followed by the _adhering
process of the release sheets 21 and. 22 to adhere thé release
sheets on the package sheet 10. After adhering the re.leas,e.:'
sheets 21 and 22 on the package sheet 10, the_ sanitary napkin

2 is placed on the release sheets 21 and 22. Then, the sanitary

25 napkin 2 and the package sheet 10 are folded and heat seal is




nuneral 33c. In this region 33c, on the surface 18a of the packgﬁﬁ sheet
10, a predetermned |length of strip form snoothed region exten gMﬁR}HWﬁ
direction of MDis formed. The stripe form region 33c is separated by

non- processed portions 33d provided 10 with a given pitch. The regions 33a,
33b and 33c shown in Figs. 4 to 6 wil}l 2be-forned through the foll ow ng
processes. In the manufacturing process of the individual package 1, a

strip form - ) | ¢.J.s. continuausly fed in,the 15 direction NMD. By
ioalgctfagIgggFgg%ﬁngﬁgF%§¥h§#>g£ﬁ?b§§ﬁ§e¥3ﬁaoﬂga?%n@n?o$§ErT e

strip form nan-wov fabric, the tripe_form spoot hed regi ons 33a, 33b and
TEEARY b B Siorisi FBPCAR bEN of AL S he 3 Sk PosBr 1 .

33c extendihg in
Af ter adherigg‘the fixe gortion 30a of the tape 30 onto the snoothed 20
regi on 33a,'83b%r BIAT the P &%is fol lowed by the adhering process of
- the rel ease sheets 21 and 22 to adhere the release sheets on the package
‘sheet 10. After dthéftngorkd RRPEAsdY Jeeatiam thangtpProrfate spacitags sheet
10, the sanitary napkin 2 is placed on the release sheets 21 and 22. Then,
t he sanPt arSeZBHapkiar 23 3ndnhe Jackngd:ss ibateckd car I, oltdhed saach thealy seal
is - 25 provided in the strip formseal regions 25 and 26. Then, by
cutting t hemoreswpveanf dlsy ieasthe pediferoedl pdtkageul sstiown whanFicge 1 can
be obtained. As set forth above, by form ng the stripe form snoot hed
smoothed region 33a, 33b, 33c are provided in the 1length
sufficiently greater than the width x of the tape 30, the fixed
portion 30a of the tape 30 is certainly adhéred on the smocthed
10 region 33a, 33b, or 33c without offsetting out of the smoothed
region:in thedirectionMD. Moreparticularly, whenthe smoothed
region 33b is formed continuously over the entire length as
shown in Fig. 5, positioning of the tape and the smoothed region
becomes unnecessary.
15 Here, in the embodiment shown in Figs. 1 to 3 and the
embodiment shown in Fig. 4, the smoothed region is formed at
a position inwardly offset from the strip form seal regions
25 and 26, in which the package sheets are bonded by heat seal
at both side portions. BAccordingly, area of the region of the
20 package sheet 10 smoothed by heat treatment and the region formed
into the film can be minimized. Thus, it becomes possible to
restrict creation of husky or crinkly noise.by friction of
smoothed regions. Furthermore, since the package sheet 10 is

not smoothed in the st‘rip form seal regions 25 and 26 on both

25 lateral sides, creation of husky or crinkly noise upon peeling




5 regions 33a, 33b and 33c in the direction MD, the snoothing process can
be easily perforned. Particularly, when the snoothed region 3333 ‘13?@Rhm
are provided in the length sufficiently greater than the width x of the
‘tape 30, the fixed portion 30a of the tape 30 is certainly adhered on the
snoot hed 10 region 33a, 33b, or 33c w-thegut of fsetting out of the snoothed
region in the direction MD. Mrxre particularly, when the snoothed region

33b is fornmed cont.inuaqusly over. the e %ire Ien%h as howmn.in Fig. 5
posi ti oni ng%(l)? qf%aet tséeﬁgeéé/né’offe?éo?rrﬁ&ﬂ 8 Fegid Orﬁbéﬁﬁasrﬁﬂ%%ségriﬂd 15
Here, in thg enbodi nent_ shown_in ;:Fg(sﬁ] 1 to 3 and the enbodi ment shown in
Fig. 4, the8rootREFTHGIUHSS f SUERedIorg pddnee di's ARAPENGIHIFANT r om
the strip formseal regions 25 and 26, in which the package sheets are
bonded by heh® ¥afocitelotn HivIESHdr 8FBASY TREIH ndloF ceaFegudied oy egi on
of the 20 package sheet 10 snpothed by heat treatnment and the region forned
into the fiPastard beher et zegal Thusthéetsbetpnesrpossd bl eedionesty jand
creation of husky or crinkly noise by friction of snopothed regions. _
Furt her for e26 siatc d et hedpackadé sheetstifics creatt ismpotthedskp ¢hecstolklpy f or m
seal regions 25 and 26 on both 25 | ateral sides, creation of husky or
crinkly noiseisgpon peeling 3 1 MAR 2005 - 26 the heat sealed portion in
the strip formseal regions 25 and 26 can be restricted. Furthernore,
since the snoot hesh ERgicMer hand, inorder to restrict the husky or crinkly
noise of the package sheet, a width dimension X3 in the direction
of MD in the region to be smoothed is preferably léss than or
10 equal to 80% of the width dimension in the direction of MD of
the individual package. For instance, preferred width
dimension of the region to be smoothed is less than or equal
to 80 mm. On the other hand, a dimension Y3 of the region to
be smoothed in the direction of CD is preferably.less than or
15 equal to 18 mm. It should be noted that the minimum area of
the region to be smoothed is the area equal to the fixed region
31 of the tape 30.
Next, as shown inFigs. 7Aand 7B, in the individual package
1, the surface 18a of the upper portion 18 of the package sheet
- 20 10 may be locally smoothed in the fixed region 31.
In the example shown in Fig. 7A, before adhering the fixed
portion 30a of the tape 30 on the package'sheet 10 or after
adhering the fixed portion 30a of the tape 30 on the package

sheet 10, the surface 18a of the package sheet 10 is pressurized

25 by an emboss roll or pressurized and heated by the lem.boss roll




are not |located in the heat sealed regions, force required for peeling the
heat seal in the strip formseal regions 25 and 5 26 can be rradessm "[ﬁ .
restrict creation of husky or crinkly noise. On the other hand, % RietUth
to restrict the husky or crinkly noise of the package sheet, a width
dinmension X3 in the direction of M i-natthe region to be snoothed is
preferably less than or 10 equal to 80% of the width dinension in the
direction of -Ngggf C%oh:e jf,ndi vi.dual. .package. For, instance, gr eferred width
t

~di mensi on of° Fedin 18 Be l8780tHe FIPIHSEY R GIORGuaL - t 8Y8d-itfn on
the other hand, a.dinension Y3 of the regign to be smothed in the
direction of"REFRLINYRFATSHT v s SUHATOI I Eqa PAGkEgenaheet ok d be
noted that the mininmumarea of the region to be snoothed is the area equal
to the fixetPeyrenh oBLYoint ket 4pealdy NexpreasedhpwRtionFi 45: 7A and 7B,
in the individual package 1, the surface 18a of the upper portion 18 of
t he package sheetIn 2thel @xamplise showal Ly Bhpotthed biynthhepfoxess regiidar31. | n
t he exanple shown in Fig. 7A, before adhering the fixed portion 30a of the
t ape 30%0n thetipackegeesheerigOformaioezlludhenpes ddd goxetbrpordd arre80a of
the tape 30 on the package sheet 10, the surface 18a of the package sheet
10 is pressivimed. 25Dy apsedthossheobhrbacpresswi zod padkhgat by tde
enboss roll 3 1 MAR ZUU5 - 27
is smoothed only in the locally compressed portions 42.
As set forth above, even when the surface 18a is locally
smoothed in the fixed region 31, the smoothness of the fixed
10 region 31 is preferably greater than or equal to 50% as set
forth aboﬁe, and is further preferably greater than or equal
to 65%. On the other hand, when the package sheet 10 and the
| fixed portion 30a of the tape 30 are pressurized and heated
togetherbyanembossrolltoformthe locallycompressedportions
15 41 or 42 after fitting.or fixing the fixed portion 30a of the
tape 30 on the package sheet 10, the area ratio of the locally
compressed portion relative to the fixed region 31 is preferably
greater than or equal to 30%, and further preferably greater
than or equal to 40%.
20 Fig. 8 is a partial section showing another embodiment
of the present invention equivalent to Fig. 3B.
In the embodiment shown in Fig. 8, in_the.entire area
of the fixed region 31 or a part thereof, a molten resin is

coated and cured on the surface 18a of the upper portion 18

25 of the package sheet 10 to forma resin £film 35 with flat surface.




to formdot formlocally conpressed portions 41. By the shoot hi ng process
the surface 18a of the package sheet 10 is snoothed only in the,l0 %
conpressed portions 41. In the exanple shown in Fig. 7B, by the 'biﬁgk 065
simlar 5 to the above, strip formlocally conpressed portions 42 are
formed. As a result, the surface 18a aqf , he package sheet 10 is snoot hed
only in the IocaIIy conpr essed portions set forth above, even when

t he surface 18a is locally snpothed in the flxed region 31, the snoothness
of the fixeth I0SdiomBLTe Sheraubl §igneanry blalp TRedByAlaninB0RnGs set
forth above, and is further preferably greater than or equal to 65% On

t he ot her hﬁhﬁeshmeﬁyt%@lha%REQ@SSQ@e{ambﬂeﬁimgrmetﬁ¢ded portion 30a of the
tape 30 are pressurized and heated together by an enboss roll to formthe
| ocal | y conpressedipes thensutfade Idia 42 @i¢ prckiagti sleotr 10 Xbnonddtehdd xed
portion 30a of the tape 30 on the package sheet 10, the area ratio of the
| ocal | y conpy edsedgzdnt ifddnr 8bat the foxédepdritxiath 30g of 8hei sapeei@riabl y
greater than or equal to 30% and further preferably greater than or equa
to 40% 520 fignlP dcherardh athsesht fhcs Dod ngy annd hare arbedi gy £ i6fs t he
present invention equivalent to Fig. 3B. In the enbodi ment shown in Fig. 8,
in the entiggnadpre Piydhesdixed region 31 or a part thereof, a nolten
resin is coated and cured on the surface 18a of the upper portlon 18 25 of

t he package Sheth%QhEpoEﬁégahéﬁél@Jfkhﬁ%3§a¥é}Q1Ek?%n&ghfﬁggulred.for

peeling the resin £ilm 35 from the surface of the package sheet

10 is preferably greater than.or equal to 10N as converted into

10 25 mm width of the‘fesin film 35 (i.e., 10N per 25-mm width

of the resin film 35). When the strength is greater than or

equal to 1ON, upon pulling up the tape 30, unwanted peeling

of the resin film 35, on which the fixed poxtion 30a of the

"tape 30 is adhered, from the surface 18a of the package sheet

15 10 can be successfully prevented. B

It should be noted that, in the individual package 1 of

the piesent invention, the package sheet 10 may be formed from

a single layer ef spun-bonded non-woven fabric, or a non-woven

fabric fabricated by carding process, such as spunleced

20 non-woven fabric and so forth. Inthe alternative, the package
sheet 10 may be formed from woven fabric. |

On the other hand, the present inventien is applicable

_forthepackagesheetformedofothermaterialsaslohgasfibrous

structure appears on the first surface 11 oriented outside of

25 the individual package 1. For example, the package sheet 10




31 MAR 2006 - 28 In the alternative, the resin film35 may be forned by
laminating a resin by nelt extrusion |am nating nethod. Since tE§1SMrBaﬁﬁﬁ
18a of the. package sheet 10 is snoothed by the resin film35, t f Q
portion 30a of the tape 30 is 5 firmy adhered on the surface 18a by the
pressure sensitive adhesive |layer 32_ @g the other hand, in this case, a
strength required for peeling the resin film35 fromthe surface of the
package sheet 10 is preferably greater than or equal to 10N as converted
into 10 25 TRY i<t GRS LS 88k Y LPMLYSLPE. BON-TEREPet2 25l R IiAven of
‘the resin film35). Wen the strength is greater than or equal to iON,
upon pul | i nEPRPLE Heumigw e Ganast edrpecki b anst at hestesthlmidwadsichn

which the fixed portion 30a of the tape 30 is adhered, fromthe surface

18a of the packatfedetthel Ser@nchsuyd agcd@ssf U | yhepraMveantreakite, stheul d be

noted that, in the individual package 1 of the present invention, the
package shes¢cdfd rmayrfrcd oayetef fomred sy gl diay éd 1of 1spinabedded the
‘non-woven fabric, or a non-woven fabric fabricated by carding process,
such as 5spusd @k esh 2fh ¢ re fraren ncabiictreind a®e ikobk hwotdnt igbal & esnadd e, the
package sheet 10 may be forned from woven fabric. On the other hand, the

present invept+@siss B hsabde pf@@egge package sheet fornmed of other
materials as |ong as fibrous

Figs. 9 and 10 are sections showing other structures of
individual packages.

Inan individual package 1A shown in Fig. 9, the absorbent

- 10 article such as sanitary napkin 2 and the package sheet iO are
packed in rolled fofm, and the package sheet 10 is fixed by
the tape 30. In an individual package 1B shown in Fig. 10, the
absorbent érticle such as sanitary napkin 2 and the package
sheet 10 are folded into substantially W-shaped configuration.

15 Even in this case, the_ Ipackage sheet 10 is fixed by the tape
30.

The smoothing process in the adhering portion between

 the fixed portion 30a of the tape 30 and the package sheet 10

in the present invention is applicable for the individual

20 packages shown in Figs. 9 and 10.

On the other hand, when the absorbent article to be packed
is the sanifary napkin, the shape of the sanitary napkin may
have no wing. The absorbent article is not specified to the
sanitary napkin but can be panty liner, sanitary tampon,

25 incontinence pad, disposable diaper and so forth.




structure appears on the first surface 11 oriented outside of 25 the

i ndi vi dual package 1. For exanple, the package sheet 10 3 1 MAR 2 QGMﬂRZﬂmﬁ
may be a conposite sheet including non-woven fabric or woven fabftic
‘forming the first surface 11 and a resin filmoverlaid or coated on the
second surface 12. in the alternative~ Bhe- second surface may be forned by
aresin filmlamnated on the 5 back surface of the non-woven fabric or
woven- f abri ;2¥HUP f extrusion | am nation process. Figs. 9 and 10 are
sections sh mnné)éiher structures of individual packages. In an individua

. package | A sho in Fig. 9, the absorbent 10 article such as sanitary
napkin 2 angﬂt ﬁom%ev%h%’éﬁmﬁbeare packed in rolled form and the

package sheet 10 is fixed by the tape 30. In an individual package 1B
shown in Fig. 10 ThheP2ehadebeheear tit| kasing as thaserdpyerapkinnctunsd t he
package sheet 10 are fol ded into substantially Wshaped configuration. 15
Even in thighasted i fdck spansthoadet) nog—woxed Bpbrhe capeh8lsidhef
snmoot hi ng process in the adhering portion between the fixed portion 30a of
the tapé 3Clndittse package theethd Gpunrhdrelqy esertvoivevientboncien the
applicable for the individual 20 packages shown in Figs. 9 and 10. On the
ot her hand,sidenft iee sesorlteatiréatiecl 2, tadbe mpdakadwn non-woven fabric
sandwiched between the spun-bonded non-woven fabrics, having
~a basis weight of 18 g/n@, and being not subject to smoothing
process, was used.
10 (2) Example 1
The package sheet 10 having a three-layer structure
consisted of the spun-bonded non-woven fabric on the side of
the first surface 11, the spun-bonded non-woven fabric on the
side of the second surface 12, and a meltblown non—-woven fabric
15 sandwiched between the spun-bonded non—woven-fabrics, having
a basis weight of 18 g/m?, and being formed with a stripe form
smoothed region 33a on the first surface 11, to which the tape
30 is bonded, as shownin Fig. 4, was used. The smoothingprocess
was performed using a roll having a projected portion of a stripe
20 patternwith smooth top surface, anda roll having smooth surface
in entire periphery. Both rolls were heated to 115 °C. The
packager sheet 10 is pressurized by both rolls at a pressure
of 36.3 kPa.
(3) Example 2

25 The package sheet 10 having a three-layer structure



is the sanitary napkin, the shape of the sanitary napkin may have no w ng.
The absorbent article is not specified to the sanitary napkin Qut] MAR 2088
panty liner, sanitary tanmpon, 25 incontinence pad, disposable diaper and
so forth. 3 1 MAR 2006 - 30 [Exanple] (1) Conparative Exanple The package
sheet 10 having a three-layer structuresgcansisted of the spun-bonded
non-woven fabric on the side of 5 the first surface 11, the spun-bonded
non-woven fabric on the side of the second surface 12, and a neltbl own
non-woven fHBF®Pl&hndwi ched bet ween t he spun- bonded non-woven fabrics,
having a basis weight of 18 g/n2, and being not subject to snpothing
process, waslusedramypye Eaappbbe 1 The package sheet 10 having a

t hree-layer structure consisted of the spun-bonded non-woven fabric on the
side of the firsthsupsakegelshelke sifunhdvoimedanahreevén yvieabrd torugt e

side of the second surface 12, and a neltbl own non-woven fabric 15

sandw ched dmisvesired hef spun-spondédmient wovieRofr-ahr FgBribayhnghe as &S I SE
wei ght of 18 g/ n2, and being formed with a stripe form snoothed region 33a

on the &irsthefifraae stk falce Wi chhé hgpdrapond henbooded, rasrsBoym tdk Fi g.

4, was used. The snoothing process was performed using a roll having a

proj ected pordd oF Ohe dedddd8urface 12, and a meltblown non-woven fabric
sandwiched between the spun-bonded non-woven fabrics, having

a basis weight of 18 g/m?, and being not subject to smoothing

process, was used.
10. (2) Example 1
The package sheet 10 having a three-layer structure
consisted of the spun-bonded non-woven fabric on the side of
the first surface 11, the spun-bonded non-woven fabric on the
side of the second surface '12, and a meltblown non-woven fabric
15 sandwiched between the spun-bonded non-woven fabrics, having
a basis weight of 18 g/m?, and being formed with a stripe form
smoothed region 33a on the first surface 11, to which the tépe
30 is bonded, as shownin Fig. 4, wasused. The smoothingprocess
was performed using a roll having a projected portion of. a stripe
20 patternwith smooth top surface, anda roll having smooth surface
in entire periphery. Both rolls were heated to 115: °C. The
packager sheet 10 is pressurized by both rolls at a pressure
of 36.3 kPa.
(3) Example 2

25 The package sheet 10 having a three-layer structure



20 pattern with snmooth top surface, and a roll having snmooth surface in
entire periphery. Both rolls were heated to 115 C. The packager h@ﬁ& @ﬁﬁ S
~is pressurized by both rolls at a pressure of 36.3 kPa. (3) Exagngl

The package sheet 10 having a three-layer structure 3 1 MAR 2006 - 30 :
[ Exanple] (1) Conparative Exanpl e The package sheet 10 having a

three-layer structure consisted of the spun-bonded non-woven fabric on the
side of 5 the fi rs%L??‘#Jrface 11, .t he, spun- bonded non-woven fabric on the

side of the& ¥EEBHS 08 PPUrZ R ST PP YR S Ro b2 RE¥ENOR abR¢ S1dauffwi ched
bet ween t he s(gg{l bonded non-woven fabrics, having a basis weight of 18 g/m
2, and bein ShPEEEacs ShootiMe mPuUpRsEEss neasveyea fabricxgn phenpl e 1
The package sheet 10 having a three-layer structure consisted of the
spun- bonded® ¥ih Shoten seasitsvafrRe K3 dangfa medbiliomst nenrvaren Habrtive
spun- bonded non-woven fabric on the side of the second surface 12, and a
mel t bl own rRARdWbVEred dntiveers thgndpiiohbdnbetiveen-vhee s plab bbnsle handmagwoven
fabrics, having a basis weight of 18 g/n2, and being forned with a stripe
form shootsédsiegvengBBaotnld y/nf, r shdshefrap efckined @iwhi ahsthigpé anam
smoothed region 33a is formed on the first surface 11, to which
thetape30isbonded,asshowninFig.4,wasused. The smoothing
process was performed using a roll having a projected.portionr
of a stripe pattern with smooth top surface, and a roll having
10 smooth surface in entire periphery. Both rolls were heated to
105 °C. The packager sheet 10 is pressurized by both rolls at
a pressure of 36.3 kPa.
{4) Example 3
The package sheet 10 having a three-layer structure
15 consisted of the spun-bonded non-woven fabric on the side of
the first surface 11, the spun-bonded non-woven fabric on the
side of the second surface 12, and a meltblown non-woven fabric
. sandwiched between the spun-bonded non-woven fabrics, having
a basis weight of 15 g/m?, and being formed with a stripe form
20 smoothed region 33c on the first surface 11, to which the tape
30 isbonded, as shown in Fig. 6, wasused. The smoothingprocess
was performedusing a roll having a projected portion of a stripe
patternwith smooth top surface, and a roll having smooth surface

in entire periphery. Both rolls were heated to 105 °C. The

25 | paCkager sheet 10 is pressurized by both rolls at a pressure




30 is bonded, as shown in Fig. 4, was used. The snpot hing process was
performed using a roll having a projected portion of a stripe 2@ daMABr 208
"with snoboth top surface, and a roll having snooth surface in entire

peri phery. Both rolls were heated to 115 C. The packager sheet 10 is
pressurized by both rolls at a pressure 201 36.3 kPa. (3) Exanple 2 25 The
package sheet 10 having a three-layer structure 3 1 MAR 2006 31 consisted
of the spun-bonded non-woven fabric on the side of the first surface 11,

t he spun-bohdetb nbrkRven fabric on the side of the second surface 12, and
a nmelt bl own non-woven fabric sandw ched between the spun-bonded non-woven
fabrics, haldngmmerlbasis weight of 15 g/n2, and being formed with a stripe
form snoothed region 33a is forned on the first surface 11, to which the
tape 30 i s bondedhepashayn sheelti 0 hdvings tisesk- Thge SpeotiBE0ge HIMAGRSS Was
performed using a roll having a projected portion of a stripe pattern with
smoot h t op sasfaceigitdod 39ld/rfaybngi 408 MIOtAeSsbER0Sohde @ Hd-Soven

peri phery. Both rolls were heated to 105 C. The packager sheet 10 is

pressuriszedsdyr 1otdh rafld Ssfe S PHIRS SHH 51075 33K Ra., (Ae @ﬁﬁmb%rﬁe@e

package sheet 10 having a three-layer structure 15 consisted of the
spun- bonded, fHon; Wavere f1abrd G PRHNS 1§98 ¢ he second surface 12, and a

meltblown non-woven fabric sandwiched between the spun-bonded
non-woven fabrics, furtherlaminatingapolyethylene filmhaving
a basis weight of 15.6 g/m®’ by extrusion on the first surface
10 11, to which the tape 30 is bonded, was used. Thé polyethylene
film is formed of a mixture of LLDPE (linear low-density

polyethylene and LDPE (low-densitypolyethylene) inamassratio

of 7 : 3.
{6) Tape
15 The tape 30 is formed from a polypropylene film having

a basis weight of 50 g/m®. As shown in Fig. 11, a width X0 of

~the portion to be bonded to the ;;ackage sheet 10 was 12.5 mm

and a”lengthr YO thereqf was 15 mm. The .fixed portion 30a and

the adhering portion 30b of the tape are applied a synthetic

2.0 rubber type pressure sensitive bond in the basis weight of 15
g/m?.

In the Comparative Example, the fixed portion 30a cof the

tape is bonded on the surface of the non-woven fabric, and in

the Examples 1 to 3, the fixed portion 30a of the tape 30 is

25 bonded on the smoothed region of the package sheet. Ontheother




the first surface 11, the spun-bonded non-woven fabric on the side of the
second surface 12, and a nel tbl own non-woven fabric sandw ched P4t MaRn20Be
spun- bonded non-woven fabrics, having a basis weight of 15 g/ n2, and being
formed with a stripe form 20 snoothed region 33c on the first surface 11,
to which the tape 30 is bonded, as showyin Fig. 6, was used. The
snoot hi ng process was perforned using a roll having a projected portion of
a stripe pattern with snooth top surface, and a roll having snooth surface
in entire pBfPPhety. tdtiample herdrhddeas Portdonc30ehe2Ehpatkagedl sheet
10 is pressurized by both rolls at a pressure - 32 of 36.3 kPa. (5)
Exanpl e 4 Theé Ppaekagecoshebe sorfiagengfathhr pelvaybyleneuftdme having basis
wei ght of 35 g/m 2 consisted of the spun-bonded non-woven 5 fabric on the
side of the(firBEkxaspteale 11, the spun-bonded non-woven fabric on the side
of the second surface 12, and a neltbl own non-woven fabric sandw ched

bet ween t he spun-Boadedckage- viheat fBbr hasingurt hetrdelianadd ngt Bucture

pol yethylene filmhaving a basis weight of 15.6 g/nR by extrusion on_the

first syfaecendstdd v0 whe cdplihebdrapel IHdbr-svdhadedbMrs onsete dN8e of
pol yethylene filmis forned of a m xture of LLDPE (linear |owdensity

E)gl) y% Bxe/ | engnhangh + 8Pk (d aedansi thePObYRLBYAEEE Ind AR 3?1 Obn Tehe 3-
side of the second surface 12, and a meltblown non-woven fabric
sandwiéhed between the spun-bonded non-woven fabrics, having
a basis weight of 18 g/m?, was used. On the first surface 11

10 of the package sheet 10, the fixed portion 30a of the tape was
borided. The package sheet 10 and the fixed portion 30a were
pressurized without heating to fo:ni the locally compressed
portion 42 as shown in Fig. 7B. BStrip form locally compressed
portions 42 were formed at three positions. Size of each

15 individual locally compressed portion 42 had a length Y1 of
Zmmand awidthX0o0f 12.5mm. Aninterval Y2 betweenthe locally
compressed portions 42 was 3 mm. |

An area ratio of the locally compressed portion versus
the fixed region 31 was 40%.
20 (8) Smoothness
Smoothness of the surface of the non-woven fabr-ic of the
Comparatixfe Example was measured, and with respect to the
Examples 1, 2 and 3, smoothness of the smoothed portions were

measured. The result of measurement is shown in the following

25 table 1.




15 The tape 30 is fornmed froma pol ypropyl ene filmhaving a basis weight
of 50 g/n2. As shown in Fig. 11, a width XO of the portion to ?eﬁﬂﬁﬁﬂﬁ@ﬂso
t he package sheet 10 was 12.5 nm and a length YO thereof was 1

fixed portion 30a and the adhering portion 30b of the tape are applied a
synthetic 20 rubber type pressure sensijtj,ve bond in the basis weight of 15
g/n2. In the Conparative Exanple, .the fixed portion 30a of the tape is
bonded on the surface of the non-woven fabric, and in the Exanples 1 to 3,
the fixed péfti BRE30aLEFNERE TEPE 30 is 25 bonded on the snoothed region of
t he package sheet. On the other 3 1 MAR 2006 - 33 hand, in the Exanple 4,
the fixed portion?3858orh ¥thEigaped 130and § 1Berdethehipkndaf thesdiet ey

pol yet hylene film (7) Exanple 5 The package sheet 10 having a three-|ayer
structure 5pebhiprtdd of thw tsparmbordadstomivicaleny hahreepandaba estdiss of
the first surface 11, the spun-bonded non-woven fabric on the side of the
second surf égem12apand la wied bohawa, nandweviespd alunc tapanduichigd hetagen t he
spun- bonded non-woven fabrics, having a basis weight of 18 g/nR, was used.

On the fg rsbveurtieeeeddidd mickdge packaga mheehelfapthel fixedopo1dd o5y 302
of the tape was bonded. The package sheet 10 and tﬁe fixed portion 30a

.Wer'e pressyrizedew dhost heatd i e e rhe,Locahl Ye§0Mr £586fction
of Yf2.
For measurement, an autograph "AGK-1kNG" manufactured
by Shimazu Seisakusho Kabushiki Kaisha was used, and the tapes
10  T1 and T2 are held with a distance between chucks. The chucks -
are moved away from each other at a speed 300 mm/min to measure
a maximum force upon peeling the fixed portion 30a of the tape
30 from the package sheet. This is converted into a forcé (M)
per a width of 25 mm.

15




portion 42 as shown in Fig. 7B. Strip formlocally conpressed portions 42
were formed at three positions. Size of each 15 individual Iocabli 5
conpressed portion 42 had a length YI of 2 mmand a width XO o ZM%Rr?‘HQ
An interval Y2 between the locally conpressed portions 42 was 3 nm An
area ratio of the locally conpressed po?gign versus the fixed region 31
was 40% 20 (8) Snoothness Snoot hness of the surface of the non-woven
fabric of the Conparative Exanpl e was measured, and with respect to the
Exanpl es 1, (B0 hnpakageddreimeds BeSthe snoothed portions were neasur ed.
The result of nmeasurenent is shown in the followng 25 table 1. 3 1 MAR
2006 - 34 (9) Péeeitest rkerjtindethe ASomhanatineFEgampleAasnd dedeatitde tip
end of the adhering portion 30b of the tape 30, a substantially

non- expanddixanp kpeundgumnt eypel r divmevats ofdnte do raidoar § aApackgumdmpe)ngl2 was
bonded 5 over the entire package sheet 10. The tape Tl was pulled in a

di rection ofest lvaengetrife rinapeb¥2peabipgldied adhea idig petric@bn 9bbYéL2.tHzor
measur enent, an autograph "AGK-1 kNG' manufactured by Shinazu Sei sakusho

Kabushi Bi Keasharomsousadplasdwift Fappsct 106 Tead oo £ Ned EMintdhy &
di st ance between chucks. The chucks

and Example under environment of 4 °C.

At this time, a number of the package sheets from which

the fixed portions 30a are peeled off were counted. Evaluation

was made to " " in the case where the counted number is 0 to
10 3, " " in the case where the counted number is 4 to 15, and

"w" in the case where the counted numbef is 15 to 30.

The results are shown in the table 1. In the table, a
number of testers evaluated as " ", " " and "t respectively
are shown (It should be noted that the package opening test

15 was performed by five testers).




are noved away from each other at a speed 300 MM m n to neasure a maxi num
force upon peeling the fixed portion 30a of the tape 30 fromthg WQ%ER
sheet. This is converted into a force (N per a width of 25 mm "1

2006 - 35 (10) Package Opening Test After |eaving the Conparative Exanple
and respective Exanples under an envi ro%went of 4 C for 6 hours, package
opening test was perfornmed by peeling t adhering portion 30b of the 5
tape for 30 sanples with respect to each Conparative Exanple and Exanple
under environment of 4 C. At this tinéaP& nunber of the package sheets from
which the fixed portions 30a-.are peeled . off were counted. FEvaluation was
made to " " ijn the case where the coumtleez.nanpek. is |Ext.o3 1J0EB, 4" | Exi s tjhe
case where the counted nunber is|4 to 15, and| "W' iin the lcase where the
count ed nunbersrss+hs 30. The rlesulis sh aple I Tnthe
tabl e, a nurnber of tetggters evaILgats'Léég %5‘%, 9\{%% d_’['\/\;i respectively| are
shown (It shoutre—be—noted—that—thHe—packiage opphi-ng f est— 15 was - perfornged
by five testePoL A¥ep BARI1F006 - |36 Table 1 40%

QD
b O

D P

Peel Strength
5,94 10.44 17.38 15.8 17.66 15.04

(N/25 mm}
0 4 5 5 5 5
Package
0 1 0 0 0 0
Opening Test
W 5 0 0 0 0 0

C.Ex: Comparative Example, Ex: Example

5 In the package of the present invention set forth above,
the base end side of the tape canbe firmly adhered to the package
sheet. When the free end side of the tape is peeled off the
surface of the package sheet, the package sheet of the individual
package can be easily unpacked.

10 Although ﬁhe present invention has béen illustrated and
. described with respect to exemplary embodiment thereof, it
shouldbeunderstoodbythoseskilledintheartthattheféregoing

and various other changes, omission and additions may be made
therein and thereto, without departing fromthe spirit and scope

15 of the present invention. Therefore, the present invention
should not be understood as limited to the specific embodiment

set out above but to include all possible embodiments which




C. ExEx. 1Ex. 2Ex. 3Ex. 4Ex. 5 Snoot hness31l.5%5. 2%4. 49%0. 6% Dot Area

Rat i 040% Peel Strength 5.9410.4417.3815.817.6615.04 (N 25 mm) Package045555
Openi ng Test 010000 w500000 C. Ex: Conparative Exanple, Ex: Exanpl 2 B%dkR 208
‘package of the present invention set forth above, the base end side of the
tape can be firmy adhered to the packageg _sheet. \Wen the free end side of
the tape is peeled off the surface of the package sheet, the package sheet
~of the individual _package can be easily unpacked. 10 Although the present
i nventi on ha3" BESTHAG G T LR RN afFOrGee tIar 564 And esyd R e tesesmr af y
enbodi ment thereof, it shoul dbe understood by those skilled in the art
that the f ‘WregoregpeahdtvathouScatnee targes, inniksiaprandedddiainns nay
be made therein and thereto, wi thout departing fromthe spirit and scope
15 of the present invention. Therefore, the present invention should not
be understood as limted to the specific enbodi nent set out above but to

i nclude all possible enbodinents which 3 1 MAR 2006 - 37



can be enbodied within a scope enconpassed and equi val ent thereof wth
respect to the feature set out in the appended clains. 3 1 MAR 2006 - 38
WHAT IS CLAIMED IS: 1 An individual package of an absorbent art'cL

wherein in a condition where an absorbent article is wapped b? ﬁ%ﬁ%@ﬁ@%
sheet formed froma non-woven fabric 6f3@héTnDplastic resin 5 fibers and
havi ng nmutual | y opposi ng side edge portions and nutually opposing end
edges, one pmATredgecisIMEBrigpped over the other end edge with placing
sai d one end edge of said package sheet outside for form ng an overl apping

portion, angd sai dny, PRCKABEISIEYaditadelR08aPLYsseBLad al-eng)aai gheidenedge
portions, 10 a base end of a tape is fixed on the surface of said package

portia e end of a tdpe T's fixed on The: 5 age
and & froe Chd SPLET RS FURELORRER AR A hae ARy o HER RS0 o

rel easably adhe eg on aﬂ outer surface of said package s ee%.adLacent
sai d one ent'&dyer°4B° g?%?nas%?ﬁ YRAERE B RALEt O hat i A eP 5% FAC e BR NI ch

said base end of said tape is fixed, said surface being snoothed by
heat i ng SandfpPessupngi R VEsIdENitNe 1d Ys PRRAFdA T agidsh S#E Po¥Thbers 8Rdt he
surface of said package sheet are fornmed into a film 20 wherein the sane
adhesi ve i smapphléy ¢rPeaingberd edubs oforsaictd gpgeand suedléappedendenf
said tape, and
the other end edge with placing said one end edge of said package
sheet outside for forming an overlapping portion, and said
package sheet isreleasablysealedalongsaidsideedgeportions,

10 a base end of a tape is fixed on the surface of said package
sheet located outside in said overlapping portion to from a
fixed region, and a free end of said tape extends across said
one end edge and is releasably adhered on the outer surface
of said package sheet adjacent said one end edge,

15 wherein said package sheet having a surface on which said
base end of said tape is fixed, said surface being smoothed
by heating and pressurizing to define a smoothed region where
fibers on the surface of said package sheet are formed into
a £film,

20 wherein the same adhesive is applied to said base end
of said tape and said free end of said tape, and

said smoocthed region includes at least said fixed region
and is formed on a surface of said one end edge of the package

sheet within the overlapping portion.

25




sai d snoot hed region includes at |least said fixed region and is fornmed on

a surface of said one end edge of the package sheet within the overl appi ng
portion. 25 3 1 MAR 2006 - 39 2 An individual package of an abs@rbeMAR 7008
article, wherein in a condition where %gbabsorbent article is wapped by a
package sheet formed from a non-woven fabric and having nutual |y opposing

si de edge portions and nutually opposing end edges, one end 5 edge is

over| apped aver the Didievidndl asgekadd b DlaciabGosdett areiend,eqdpereinsaid

package sheet outside for form ng an overlapping portion, and said package

sheet is rekgasabhyi66sh Sherd HNGbIBDSitder LUIE: R ASed ByRABERAGeOf @

tape is fixed on the surface of said package sheet | ocated outside in said
10 overl appi i a_fi j . id tape
oxt onds. a0t SogeEEghER Sul BEb WL 0] Clna B A g R Ty 8broSThl
surface of sahd ggckgge Eheet ad'acePt 1iaid one.end e 9, wherein said
package she8t®Rabtag BOEhIPRE BN WRFLRA-s¥i gPPEELBEsE End 8 saPBet 8PC i s
fixed, said surface being snoothed by formng a resin filmby coatin

nol t en resi BA8F by PERH HARFHY O ddith iedh @@g§qu‘—5€1epéﬁC§aHdS®ag
sheet to define a snoothed region of a flat surface, wherein the sane
adhesi ve i soappkhdd edgesdiid $aigd eadkage sheet outside for forming an

a
kage

overlappingportion,andsaidpackagesheetisreleasablysealed
along said side edge portions, a base end of a tape is fixed
on the surface of said package sheet located ocutside in said
10 overlapping portion to from a fixed region, and a free end of
said tape extends across said one end edge and is releasably
adhered on the outer surface of said package sheet adjacent
said one end edge,
wherein said package sheet having a surface on which said
15 Dbase end of said tape is fixed, said surface being smoothed
by forming a resin filmby coatingamolten resinor by laminating
a resin on an outer surface of said package sheet to define
a smoothed region of a flat surface,
wherein the same adhesive is applied to said base end
20 of saild tape and said free end of said tape, and
said smoothed region includes at least said fixed region
and is formed on a surface of said one end edge of the package

sheet within the overlapping portion.

25 3 An individual package of an absorbent article as set forth




20 of said tape and said free end of said tape, and said snoothed region

i ncludes at |least said fixed region and is fornmed on a surface of said one
end edge of the package sheet within the overlapping portion. b 13MAR 2005
i ndi vi dual package of an absor bent arqu%?_gs set forth 3 1 MAR 2006 - 40
in claim2, wherein said side edge portions of said package sheet in a
plurality of |layers are bonded with each other, and said snoothed region
is located abt alpdmi Bi owhawaynf seiudt keédebeddedppotiona of said package
sheet. 5 4 An individual package of an absorbent article, wherein in a

condi ti on whBeetain abpenRant tgr bEcl £yéss Wrappeddby @i PRERGE otIhkast aher med
froma non-woven fabric of thernoplastic resin fibers and having nmutually

opposi-ng si de;Qqd KO Y. OPROS} S e d
e 1 s over T b8 O, A PSP acTag Sy sretet i eage

of said pac S Qut si.de_tar _f i.ng_an_overl appi ng portion, and said
package sheé?gﬁgdrgﬁggéggléksggﬁgdpgﬁ%gggsgﬁ egrde edge portions, a base
end of %1tape is fixed on the surface of said package 15 sheet | ocated
outside™n said overlapping portion to froma fixed region, and a free end
of said tape extends across said one end edge and is rel easably adhered on
the outer sfrfacernotndhyadpatiRareatearl adi absptbsaitdashécdrd Whgeein

in a condition where an absorbent article is wrapped by a package
sheet formed from a non;woven fabric of thermoplastic resin
fibers and having mutually opposing side edge portions and
10 mutually opposing end edges, one end edge is overlapped over
the other end edge with placing said one end edge of said package
sheet outside for forming an overlapping portion, and said
packagesheetisreleasablysealedalongsaidsideedgeportions;
a base end of a tape is fixed on the surface of said package
15 sheet located outside in said overlapping portion to from a
fixed region, and a free end of said tape extends across said
one end edge and is releasably adhered on the outer surface
of said package sheet adjacent said one end edge,
a base end of said tape being adhered on a surface of
20 | said one end edge of said package sheet within the overlapping
portion, and said package sheet and said base end of said tape
arepressurizedandheatedtogetherat least insaid fixedregion,
and
wherein the same adhesive is applied to said base end

25 of said tape and said free end of said tape.




~a base end of said tape being adhered on a surface of 20 said one end edge
of ‘sai d package sheet within the overlapping portion, and said fhdkMaR 2006
sheet and said base end of said tape are pressurized and heated together
at least in said fixed region, and wherej.n the sane adhesive is applied to
said base end 25 of said tape and sai d fTe€ end of said tape. - 41 5 An

i ndi vi dual package of an absorbent article conprising: a package sheet
formed froma non-woven fabric of thernoplastic resin fibers and having
first and second side 5 edges extending longitudinally and first and second

end edges kocat eflnaindiatitid0Ngh ¢ KEhAlF S0P sBkbeairth Packagecspeek: ngn
~absorbent article being wapped by said package sheet; a first wapping

portion of said packuasheetpbat! Wiigka Sakdn! id Shofflogdde A {01 dad

over said absorbent "article second wrappi ng portion of said package

sheet includin [ cond.end.edge an ol ded aqver,hsai d absorhent
article ovgbﬁggﬁﬁﬁag&ﬁghg %%8 ?ﬁgsgswﬁﬁgp ﬁnggr%F5ﬁtwﬁp BFSSPﬁgS§§Fd
first wappi portjion_|{n outernost, position; said first and second
wr appi n poﬁ-ggsﬁse%t?%l?%i RRE Vit nakl b agshfar shorpd oTP N snd pdeREge
sheet |ocated between said first and second w apping portions along both
of said firdpcagrd géchbpihsilgadddyddnad eage hdvisadd peskaged sdesdnid end
portions and having

an absorbent article being wrapped by said package sheet;

a first wrapping portion of said package sheet including
said first end edge and folded over said absorbent article;

10 a second wrapping portion of said package sheet including
said second end edge and folded over said absorbent article
overlapping with said first wrapping portion with placing said
first wrapping portion in outermost position;

said first and second wrapping portions being joined with

15 a center portion'of salid package sheet located between said
first and second wrapping portions along both of said first
and second side edges:

a tape having first and second end portions and having
a uniformly applied adhesive layer thereon;

20 a smoothed portion being formed on a surface of said first
wrapping portion to achieve greater adhering force between said
firstendportionoféaidtapeandsaidpackagesheetthanbetween
said second end portion of said tape and said package sheet,
fibers forming said smoothed portion on the surface of said

25 package sheet being formed into a film by heating and




a uniformy applied adhesive |ayer thereon; 20 a snoothed portion being
formed on a surface of said first wapping portion to achieved?reﬂb&r
adhering force between said first end portion of said tape an ﬁa' 2006
package sheet than between said secoqgéﬁﬂq_portion of said tape and said
package sheet, fibers formng said snp ed portion on the surface of said
25 package sheet being fornmed into a filmby heating and 3 1 MAR 2006 - 42
pressuri zi ngreasdr$saidgt apadext endi ng across said first end edge with said
second end portion being rel easably adhered on said second w apping

portion. 5 6 An iggiyithiad cRaekage godcids aRsDIPentsardhglFomnskaga a
package sheet fornmed froma non-woven fabric and having first and second

side edges gxtendi Baql pagitiudl Baliky aud Jddaah y anhascend, eods gdgesohacat ed

at both longitudinal ends of said 710 package "sheet; an absorbent "article

bei ng wr app . Sai ge sheet; a first wapping portion of said
package sheggaﬁﬁ%ﬁﬁdgﬁgggégfd first end edge and fol ded over said absorbent

article;_ a second wapping portion of said package sheet including 15 said
second ehd edge and fol ded over said absorbent article overlapping with
said first wapping portion wth placing said

6 An individual package of an absorbent article comprising:

a package sheet formed from a non-woven fabric and having
first and second side edges extending longitudinally and first
and second end edges located at both longitudinal ends of said

10 ﬁackage sheet;

an absorbent article being wrapped by said package sheet;

a first wrapping portion of said package sheet including
said first end edge and folded over said absorbent article;

a second wrapping portion of said package sheet including

15 said second end edge and folded over said absorbent article
overlapping with said first wrapping portion with placing said
first wrapping portion in outermost position;

sald first and second wrapping portions being joined with
a center portion of said package sheet located between said

20 first and second wrapping portions along both of said first
and second side edges;

a tape having first and second end portions and having
a uniformly applied adhesive layer thereon;

a smoothed portion being formed on a surface of said first

25 wrapping portion by a smoothing process to achieve greater




first wapping portion in outernost position; said f irst and second

wr appi ng portions being joined with a center portion of said package sheet
| ocated between said 20 first and second wrapping portions a§ohdMARZHlfof
said first and second side edges; a tapg having first and second end
portions and having a uniformy applie hdhesi ve | ayer thereon; a snoothed
portion being fornmedon a surface of said first 25 wapping portion by a
snoot hi ng padbesintof aché detwgreeateal d3f lrMRZOPGr+ 143 oadherd rapkosse
between said first end portion of said tape and said package sheet than
bet ween sai ga$6Gak £ sPREli BaPbetcdn 3P Mh iRkl dNs6kags, $hestigsaid
t ape extending across said first end edge with said 5 second end portion
bei ng releaggpgyaﬁghgggg QQC§§EQ gﬁg%@d wrappi ng portion; and said
snoot hi ng process being carried out by forming a resin filmby a resin
coating or a resip_lamnating. 3.1 MAR 2006 -. if.. ABSTRACT OF TH :

Oy SCLORURE Tit e B7 B Sh e ho) REr o7 B bALKRGSOR SSSHBERTS AR CLE
An individual package of an absorbent article permts _a base end of a tape
to be b deaev\ﬁ{l §gfif POFérPRy Pednge Bifftsaply adhered on said second

wrapping portion; and
saild smoothing process being carried out by forming a

resin film by a resin coating or a resin laminating.




strength w thout conplicating packagi ng process and increasing ‘ 3
manuf act uri ng cost. The absorbent article is wapped by a package igﬁg@ 2005 :
havi ng si de edge portions and end edges, and one end edge is over

over the other end edge: The package sheet is sealed along the side edge
portions, a base end of a tape is fi&6849Q the surface of the package

sheet |l ocated outside in an overlapping ‘portion, and a free end of the

tape extends across one end edge and is rel easably adhered on the outer
surface of the package sheetPBEdRR&EnOEoTélEe®d SEBQEUREhe package sheét has

a surface, on which the base end of the tape is fixed, the surface being

snoot hed byTat sensdt bhad yreoddss : IFPHUERUAY) PACKAGE OF ABSORBENT ARTICLE

An individual package of an absorbent article permits
a base end of a tape to be bonded with sufficiently large bonding
strengthwithoutcomplicatingpackagingprocessandincreasing
manufacturing cost. The absorbent article is wrapped by a
package sheet having side edge portions and end edges, and one
end edge is overlapped over the other end edge. The package
sheet is sealed along the side edge portions, a base end of
a tape is fixed on the surface of the package sheet located
outside in an overlapping portion, and a free end of the tape
extends across one end edge and is releasably adhered on the
outer surface of the package sheet adjacent one end edge. The
package sheet has a surface, on which the base end of the tape

is fixed, the surface being smoothed by a smoothing process.

(Figure 1)




