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Absorptive Article Having Wing Members, and Process for

Manufacturing the Same

BACKGROUND OF THE INVENTION

1. Field of the Invention

The present invention relates to an absorptive article
such as a sanitary napkin, a pantie liner or a urine pad. More
particularly, the iﬁventidn relates to an absorptive article
- having wings to be folded béck, when worn, to thé lower side
of the crotch portion og an underwear, and to a process for
manufacturing the absorptive article.
2. Related Art

In'récent yeéré, various'types 6f absorptive afticles
such as s_anitary napkins, pahtie liners or urine pads have been
used for absorbing the discharges such as menses or urine.
Most of these absorptive articles afe_provided with wings on
thé two ioﬁgitudinally extending sidé portions. Wheﬁ.the '
- absorptive article is worn, ﬁhé wings are folded back to the
lower side of the crotch portion of the underwear to prevent
the underwear edge portions from beihg blotted with the
discharges. In general, these wings are provided 'Wifh
adhesion means for attaching'thém.to the underwear. The
absorptive article can be stably worn with little dislocation
if its wings are attached and adhered td the lower side of the

crotch portion of the underwear.
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These wings are generally formed by protruding the

- members constructing the body of the absorptive article

integrally, that is, the join}: assembly of a back sheet and
a top sheet sideways of the body of the absorptive article.

Where the joint assembly of the back sheet and the top
sheet is used to form the wings, however, the absorptive article
has to be manufactured such that: a laminate is formed by
sandwiching an absorbent layer between a back sheet material
and a top sheet material; and this laminate is tr.immed out to
form an elliptical or ‘hour-glass body portion and wings.
Therefore, the width sizes of the back sheet material and the
top sheet material for use 'ha_ve'to be made large to form the
wings by cutting. Moreover, the unnecessary, waste'portidns
to be cut but wh.ile leaving the body portion and the wingsshare
excessively wide aieas in the top sheeﬁ material and the back
sheet material.

In some absorptive artiCIeé of th_e priér ar‘;:, on the other
han<.i,. the wing members ére formed separately from the members
forming the bodj so that they may _bé given a function different
from that of the tbp sheet. In Japénese Unexamined Patent
Publication {(Kokai) No. Hei.sei 6-47072, for example, there is
disclosed a sanitary napkin in which the wing members and the
side barriers (or the sideway leakage preventing cuffs) are
made of a common member. Thié népkin can be manufactured by

reducing one step of its manufacturing process because the
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members to be ordinarily attached separately of each other are
made of the common member. .

In Japanese Unexamined Patent Publicatio‘n. (Kouhyou) No.
Heisei 9-511929, on the other hand, there is disclosed an
absorptive article in which the wing members are easily folded
downward along the edge portions of the crotch portion of an
underwear. These wing members are provided with zones of
different extensibilities to lower the stress which will arise
at the folding time. | ]

However, the 'struc‘:ture, in which the wing members are
made of a member different from that constructing the body,

has a defect that the wing members easily come out from the

bf)dy. In the aforementioned example,--moreovér, the wirig

members are jointed to the surface of the top sheet or back

sheet of the absorptive article so that there is a limit to
the enhancement of the jdin£ strength between the wing members
and the body. Since the 'wincj membérs are wholly exposed to
the surfaée of the absorptive article, morééver, their end
portions are highly probably caught, when the absorptive
article is worn, to 1.eave the body.

On the other hand, the wing members are demanded to have
functions such as an easy foldability along the edge portions
of the underwear or an air-permeability. If the wing members
and the side barriers are made of the common member as in the

former 'exa_mple,' for example, the wing members are hard to fold
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downward along the edge porfions of the crotch portion of the
underwear. Moreover, the side barriers are ordinarily made
of an impermeable material, and the wing members have an
air-permeability lowered 1;0 make the inside of the underwear
stuffy if they are made of the same material. In the latter
case, on the contrary, the wing members havj.ng the differently
extensible zones could be made of an air-permeable material
and are easily folded downward- aiong‘ the edge portions of the
crotch portion of the underwear. In the presénce of the
differently extensible z‘ones', however, the foldable areas of
the wing members are so widened that the wing members are hard

to fold on the predetermined lines in the manufacture process.

As a result, it is difficult to raise the prddudtion efficiency.

SUMMARY OF THﬁ INVENTION -

An object of the invention is to provide-an absorptive '
article having wing members jointed relialbly.

Another _object- of the invention is to provide an.
absorptive article_hairiné wing members which can be easily
folded downward along edge portioné of a crotcﬁ portion of an
underweér, and a process 'for manu-facturinlg. the.absorptive
article. | |

Still another quéct of the invention is i:o provide an
absorptive article héving wing members of excellent air-

permeability, and a process for manufacturing the absorptive




article.

A further object of the invéntion is to provide a process
for manufacturing an absorptive article which canminimize the
trimming loss of the materials to the least while having an
excellent production efficiency.

According to the invention, there is provided an
absorptive artj.cle comprisihg: a body including a liquid-
permeable top shegt, a back sheet and an absorbent layer
sandwiched between the top sheet and the back sheét ; and winé
members disposed on twé s;.de portions of the body and extending

-outwards in the widthwise direction from the body,

wherein the wing members are jointed to the two side

portions of the body while being sandwiched between the top.

sheet and the back sheet.

In the' invention, the wing l.nembers' are sandwiched betw.een
the top shéet' and the back sheet so that they can be reliably
jointed to the body ﬁrhile being prevented from coming out when
the absorptive article is wo_rn.' In the invention, the wing
. members are made of a material different from those of the top
sheet and the back sheet so that they can be given various
functions.

Preferably, both the width size of joint regions between
the top sheet ahd the wing members and the width size of joint
regions between the back sheet and the wing members are at least

5 mm.

P
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Préferably, at an intermediate region, to which the wing
members are attached, of the body, the top sheet has a larger
width size than that of the baé.k sheet so that the joint regions
between the top sheet and the wing mémbers has. a larger width
size than that of the joint regions between the baék sheet and
the wing members.

Preferably, the wing members have a moisture
permeability of no less than 10,000 g/m’ according to JIS-
%Z-0208. 1In this case, it is preferred that the w.idth size of
the joint régions betwee‘n the top sheet and the wing members
is at least 10 mm; that whén_ the area of the jqint regions
between the top .sheet_and the wing members is assumed to be
1 (or 100 %), _the substan't:i'.al“joint aféa in the j_bint r_eg;i.ons

between the top shee_t and the wing members by an adhesive is

at most 0.2 (or 20 $); and that the top sheet and the wing members

are partially welded and jd_inted. More preferably, a

plurality of welded and jéinted'portions are extended in the

 widthwise direction and provided at -intervals in the

.longitudinal direction such that at least one welded and

jointed portion exfends from the joint regions between the top
sheet and the wing members to regions of only the wing members .

Preferably, the rigidity value of regions, in which the
wing members, the top sheet and the back sheet are jointed
toc;;ether, according to the cantilever method is larger by at

least 20 mm than that of a joint portion, in which the top sheet
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andthebacksheetarejointaitoéachothetwithoﬁtsandwiching
the wing members, according to the cantilever method. 1In this
case, the rigidity value of the wing members according to the
cantilever method is preferably 50 to 150 mm in the MD and 30
to 100 mﬁ inlthe CD. _

Preferably, the wing members have an extensibilify in

the widthwise direction so that the shrinking force of the wing

- ‘members as a whole for a strain of 10 % is at least 5 gf when

the wing members are uniformly extended in tﬁe widthwisé
direction all over the ;rea of the longitudinal direction.

Preferably, the wing members have an e#tensibility in
the widthwisé'direction.so that the strain ﬁhen extended to
the limits in the?widthwise diréction'islwithin a‘range of 10
to.40 $.

Preferably, the wing members have a total-ray

- transmissivity'of at least 20 % according to the JIS-K-7105.

According to the invention, there is also provided a _

" process for manufacturing an absorptive article including: a

body including a liquid—permeable top sheet, a back sheet and
an absorbent layer sandwiched between the top sheet and the
back sheet; and.wing'memberé disposed on two side portions of
the body and extending outwards in the widthwise direction from
the body, comprising:

(a) a step of jointing wing member maﬁerials to two sides

of a back sheet material;
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(b) a step of placing an ébsorbent layer on the back sheet
material before or after the step (a);
(c) a step of sandwiching the absorbent layer between a top .
sheet material and the back sheet material by feeding the top
sheet material over the absorbent iayer;
(d) a step of joint_ing the top sheet material and the back
sheet material on the outer side of the absorbent layer; and
(e) a step of cutting off unnecessary portions of the back
sheet material, the top sheet material and the -'wing member
materials, to manufactux"e an absorptive article in which the
body and thé wing members are jointed. |

According to this manufacture process, the unnecessary
portion to be" éisposed during the.manufac.ture, fhat'is, the

so-called "trimming loss" is reduced, and the wing members can

‘be simply attached to the body so that the process is excellent

in the productivity.

At the step (a), the wing member materials are preferably

. jointed to the upper' face of the back sheet material, and at

‘the step (c¢), the wing member materials are preferably

sandwiched and jointed between the back sheet material and the
top -she_et material. |

At the step (d), the back sheet material and the top sheet
material are preferably jointed by an adhesive.

The process preferably further comprises: between the

step (d) and the step (e), the step of welding and jointing
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the top sheet material and the wing member materials.

" BRIEF DESCRIPTION OF THE DRAWINGS

Fig. 1 is a top plan view showing an absorptive article
in accordance with one embodiment of the inVention and taken
from a liquid receiving side;

Fig. 2 is_ a bottom plan view, as taken from the back side,
- of the absorptive article shown in Fig. 1; -

Fig. 3 is a partial section taken along lihe III - III
of Fig. 1; ‘

Fig. 4 is a plan view showing the state in which the
absorptive article shown in Fig. 1 is mounted on an underwear;

Fig. 5 is a top plan view shoﬁing another.emboaiﬁen; of
a wing member ;

Fig. 6 is a top planview showing still another enm0dimént :
of the wing member;

Fig. 7 is a process chart fof explaining the state in
which a back sheet material and a wind member material are fed;

Fig. 8 is a_éroceés chart for ekplaining fhe state in
which an absorbent layer and a top sheet material are fed; and

Fig. 9 is a final process chart for obtaining a sanitary

napkin.

DESCRIPTION OF THE PREFERRED EMBODIMENTS

Fig. 1 is a top plan view showing an absorptive article



10

in accordance wii:h one embodiment of the invention and taken
from a liquid receiving side; Fig. 2 is a bottom plan view,
as taken from the back side, of the'absbrptive article shown
in Fig. 1; Fig. 3 is a partial section taken along line III
- III of Fig. 1; and Fig. 4 is a plan view showing the state
in which the absorptive article shown in Fig. 1 is mounted on
an underwear. Here, a longitudinal direction of the
absorptive article is taken in a Y-direction, and a widthwise
direction generally perpendicular to the Y-directgion is taken
in a_x-direction._ ‘

In the embodiment shown in Fig. 1, the absorptive article
of the invention is exemp.lifi.ed by a sanitary napkin 1. This
sanitary napkin 1 is made genefaliy symmetri_c with respect tbl
a center line Ly extending in the Y-direction. The sanitary
napkin 1 ié constructed, as aiso seen from the partial sectional
view of Fig. 3, to include: a body 1A h_avin_g a li?;[uid-permeable
top sheet 10 directed toward the liquid receiv_ing side, a
liquid-impermeable back sheeﬁ li directed toward the outer
side and an absorbent layer 12 sandwiched between the top sheet
10 and the back sheet 11; and wing'l.nemberslls disposed on the
two 1ongitudina11y extending side portions of the body 12\.
Moreover, the top sheet 10 and the back sheet 11 are jointed
to each other around the absbrbent layer 12 by a hot-melt
adhesive thereby to form a peripheral joint portion le.

As shown in Fig. 2, adhesives 19 are applied to the back
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of the body 1A of the sanitary napkih 1, and adhesives 18 ére
applied to the backs of the wing members 15. The sanitary
napkin 1 is attached, when worn, to a crotch portion ‘32 of an
underwear 30, as shown in Fig. 4. At this time, the adhesives
19 on the back of the body 1A are retained on the inner face
of the crotch portion 32 of the underwear 30. Then, the wing
members 15 extending outward of the body 1A in the X-direction
are folded i:ogether with the extensions .of the top sheet 10
along the edge portions 31 of the underwear 30 so éhat the win"g :
members 15 are retained ‘on the underwear 30 by the adhesives
18. By thus providing the wing members 15, it is pos's:ible to
prevent the underwear edge portions from being blotted and the
sanitary:napkin-l from'goihg out of posiiioﬁ.

As shown in Fig. 3l, the wing '.members 15 are sandwiched
and jointed at thei:; side portions between the top sheet 10
and the back sheet 11 by an adhes ive such-as a hot-melt adhesive.
The overlapping widths of the joint régions, that is, both the
joint width 21 in the X-direction between the 'back sheet 11
and the wing member 15 and the joint width 22 in the X-direction
between the top sheet 10 and the wiﬂg member 15 are preferably
at least 5 mm or more so that thé wing member 15 may not easily
leave the. body 1A. |

In order to enhance the joint strength (or the tearing
strength). between the wing memb_er 15 and the body 1A and to

fold the wing member 15 easily from the body 1A along the edge
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portion 31 of the underwear, moreover, the top sheet 10 is
preferred to extend longer outward in the X-direction than the
back sheet 11. More specifically, in the iﬁtermedi“a‘te region
of the body 1A including a center line Lx therein and to be
atfached with the wing mémbers 15, the size of the top sheet
10 in the X-direction is preferably made so largei' than the
size of the back shéet 11 in the X-direction that the joint
width 22 in. the X-direction between the top sheet 10 and the
wing member 15 may be larger, as shown in Fig. 3, tl;an the join{:
width 21 in the x-direct‘ionl between the back sheet 11 and the
‘wing member 15.

Hére, the joint strength (or the tearing strength)
betweén the body 1A and t'he.wing member 15 can also be enhanced
by extendinglthe back sheet 11 longer outward in.the X~-direction
than the to.p sheet 10. Where the back sheet 11 is made
liguid-impermeable, however, .the moisture permeability of .the
wings drop if the back sheet 11 is extended outwarc_l in the
X-direction. For t.his reaéon, the joint strength between the
- body 1A and the wing member 15 is preferably enhanced by making. .
the extending width size of the top shéet 10 in the X-direction
larger than th.a.t of the back sheet 11 and making the joint width
between the top' sheet 10 and the wing member 15 so large.

The joiht strength (or the tearing stréngth) between the
wing member 15 and the top sheet 10 is preferably 1,000 g(f)

or more.

e a8 S b e b, 1wt ==



fMeasurement 1]

The tearing strength between the wing member 15 and the
top sheet 10 was measured in the following manner. A joint
assembly, as shown in Fig. 1, of the top sheet 10 and the wing
member 15 was manufactured. This assembly is provided with
neither the back sheet 11 nor the absorbent layer 12.

One chuck was used to hold the widthwise outer portion
.of one wing member 15 than the aforementioned joint width 22,
i.e., that portibn of the wing member 15, which is- not jointe&
to thé top sheet 10 but e;cposed of itself, and the other chuck
was used to hold the leading end, as located on the upper side
(or the Y1 side), as seen in Fig. 1, of the top sheet 10. Whén
the chuck holding the leading end of the top sheet 10 was pulled
in the Y2-direction with the ghﬁck holding the wing member 15
being fixed, the measured value (g) was the load which was
applied between the two chucks at the-instaht wheﬁ é tear
occurred at the.joint portion.between the fop'sheet 10 andithe
wing membef 15. 1In this case, the moving velocity of the other
chuck in.the Y-direction relative to ﬁhe one chuck was 100
mm/min.

In the test piece measured, on the other hand, the joint .
width 22 in the X-direction between the tdp'sheet iO and the
wing member 15 was uniform in the Y-direction. 1In the jdint
region of the joint width 22, on thé other hand, the hot-melt

adhesive was applied intermittently and in a uniform
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distribution between the tob sheet 10 and the wing membér 15.
If the total area of the joint region of the jbint width 22
is set to 1 (or 100%), the applied area (or the substantial
joint area) of the hot-melt adhesive in the joint region was
0.5 (or 50 %).

Here are enuﬁerated the results of the measurement which

were made on the tearing strength for the individual test pieces

" ~having different sizes in the joint width 22:-

Joint Width Tearing St;:'ength
5 mm ‘ 500 g
10 mm - 700 g
15 mm | 1,200 g
20 mm | | 1,200 g

From these results, it is preferable that the joint width
22 between the top sheet 10 and the wing member 15 is 15 mm
or more. In the joint assembly of the body 1A and the wing

member 15, hc'mever ' ‘the tearing strength can be compensated

by the joint between the back sheet 11 and the wing member 15.

Therefore, the joint width 22 between the top sheet 10 and the
wing member 15 is preferably 10 mm or'more. More pfeferébly,
the joint width 22 is 15 mm or more.

Next, the wing memberé 15 are preferably made of an
air-permeable sheet so that the underwear may not become highly
humid and stuffy in its inside when worn. Tﬁe moisture

permeability of the wing members 15 according to the J1S-2-0208

e e b e ee e e o e e me s wmmne o
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is preferably 10,000 g/m’ - 24h or more. On the other hand, the
moisture permeability of the top sheet 10 is also preferably
10,000 g/m? - 24h. If the hot-melt adhesive is applied to the
whole surface of the joint region of the joint width 22 between
the top sheet 10 and the wing member 15, however, the moisture
permeability drops in the region where'the wing member 15 and
the top sheet 10 overlap. Therefore, it is preferable to
adjust the adhesive applied area (i.e., the s'ubstantial joint
area) in the ﬁoint region of the joint width 22. H-owever, this

adhesive applied area influences the joint strength (or the

tearing strength) between the body 1A and the wing member 15,

-too.

Thus, the sample described in the foregoing Measurement

1, i.e., the joint assembly of the top sheet 10 and the wing

‘member 15 was used for measurement of the moisture permeability _

and its relation to the tearing strength in the joint region
of the joint width 22, where the jbint width 22 was set at 15
mm (i.e., the lower 1limit of the preferable range obtained by
the Measurement 1) while the adhesive applied area (i.e., the
substa.ntial joint area) was varied.

Here, the calcuiating method of the ratio of the adhesive
applied area f.o the area of the joint region is eqﬁal to that
described in the Measurement 1. On the other hand, the

measurement per se of the tearing strength is also identical
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to'that of the Measurement 1.
The measurement results are as follows (with themoisture
permeability being expressed by the unit of g/m’‘ 24h).

Adhered Area Ratio Moisture Permeability Tearing Strength

5 % 95,000 300 g
10 % - 9,000 500 g
20 % 8,000 1,000 g
50 % 5,000 | 1,200 g
100 % 0 " 71,200 g

From these results, it can be said that the moisture
permeability takes a preferable value for the adhesive applied
ar._ea ratio of 20 % or less. .In such a case, however, since

| the tearing strengfh is lowered, it 'is preferablé that the wing
member 15 and the top sheet 10 are further jdinted by é- welding
joint (e.qg., .'the heat-sealing, high—f-;equenéy melting or
ultrasonic welding method) to enhance the jéint strength.

In the embodiment_ shown in Fig. 1, a plﬁrality of
heat-seéled portions l6a and 16b extending in the X-direction
are provided at intervals-in the_ longitudinal direction so as
to enhance the tearing strength without lowering the moisture
permeability so much i_n the range of the joint width 22. At
‘this time, it is preferable that at least one of the heat-
sealed portions (e.g., the heat-sealed portions 16a in Fig.
1) extends so far over the range of the joint width 22 és the

| region where the wing member 15 appears of itself. With these
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heat-sealed portions.16a and 16b being provided, it is possible
to improve the moisture permeability within the region of the

joint width 22 and to hold the tearing strength between the:-

top sheet 10 and the wing member 15 at a level of at least 1,200

g or more.

With the heat-sealed portions thus extending to the

-region where the wing member 15 appears of itself, there is

obtained another effect to prevent the two longitudinally
extending edge portions of the top sheet 10 (as indicated b§
10e) from being peeled }rom the wing member 15; Where the
hot-melt adhesive fof jointing the top sheet 10 and the wing'
member 15 is applied to the area within the joint width 22,
more specificaliy, theledgé portions 10e of the top sheét 10
may stick to a manufacturing apparatus to trouble thé
manufacturing works if.ﬁhe adhesive is applied tb the edge
portions 10e of the top sheet'iO. .In'angordinary case,

therefore, it is necessary to. form a region having a

- considerable width from the edge portion 10e, to which no

adhesive is applied. In this case, the edge portions 10e of
the top sheet 10 can be prevented f.rom floating from the wing
member 15 if tle aforementioned heat-sealed portions 16a and
16b are formed.

On the other hand, it is preferable for the sa_nitary
napkin 1 to be easily folded at its wing portions along the

edge portions 31 of the underwear 30. If the rigidity value
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(as measured by the cantilevé_r method of the JIS L1096) in the
regions where the wing members 15, the top sheet 10 and the
back sheet 11 are jo:i._nted,‘ that is, the regions of the j~oint
width 21 in Fig. 3 is 1afger by 20 mm or more than that of the
joinﬁ portion between the top sheet 10 and the back sheet 11,
that is, the peripheral joint portion le, the wings are easily
folded along boundary lines 1ls (as located at the root end
portions of the lwing members 15) between the body 1A and the

«

wing members 15.
In order to bend the wing member 15 more easily along
the boundary line 1s, it is preferable to set the rigidity value

of the peripheral joint portion le (where the top sheet 10 and

the back sheet 11 are laminated) to 30 to 80 mm by the cantilever |

method of the JIS L1096 and -t_he rigidity value of the portion
(where Ithe top sheet iO, ‘the back sheet 11 and the wing member
15 are laminated) close Ito the boundary line 1ls on the side
of the wing member 15to 50 to 150 mm.

I_f the rigidity value of the portion close to the boundary

line 1s on the side of the wing member 15 is smaller than the

~aforementioned lower limit (of 50mm), thewing is hardly folded

at the portion of the boundary line 1s but is easily folded
at the portion on the widthwise outer side than the boundary
line 1s. As a result, there arises a disadvantage thaﬁ the
wing mémber 15 is folded in the region where the dislocation

preventing adhesive 18 is applied, so that the folded portions
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of the adhesives 18 stick to each other with the result that
the wing member 15 is left in the folded state but cannot be

returned to:the flat shape. Here, if the rigidity value -

exceeds the aforementioned upper limit (of 150 mm) , the wearer

of the sanitary napkin may feel a physical disorder.

Here, the rigidity value of the wing member 15 is
preferably 50 to 150 mm in MD (Machiﬁe Direction) and 30 to
100 mm in Cb (Cross Direction). These values reduce the rub

on the skin and improve the wearing feel. In this éase',
moreover, the portion (v»;here the top sheet 10, the back sheet
11. and the wing‘ member 15 are laminated_)tclose to the béundary
line 1s 6n the side of the wing member 15 takes a preferable
rigidity value, foo. |

With the width in the x-directioﬁ being 50 mm, on thé'
other hand, the wing member 15 is preferred to extend within
a range of 5 to 20 mm in the saxﬁé_direction. Specifically,
the wing member 15 :i__s preferred to have such ah extensibility
that the strain when extended to .the widthwise limit may be
within a range of 10 to 40 $. 1In the longitudinal direction, -
however, the wing member 15 is preferred to havé no or little
extensibility. When the wing membe:s 15 are to be folded
downward and retained on the crotch portion '32 of the underwear
30 upon wearing of the sanitary napkin 1, the wing members 15
can be easily retained thereon if they have an extensibility

in the X-direction to some extent. 1In order to allow the wing
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members 15 to be folded easily on the crotch portion 32, the

- shrinking force of the entirety of the wing members 15 for the

strain of 10 % is preferably 5 gf or more when they are extended
uniformly in the widthwise direction all over the longitudinal
area.

The wing member 15 may have an extensibility not only
in its entirety but also exclusively at a necessary portion.
For example, Fig. 5 shows a wing member 15A in which an
extensible region 15s is provided only on the .side of the
boundary line 1s. On the‘other hand, Fig. 6 shows a wing member
15B in which two exteﬁsible regions 15s and 15r are provided
on the side of the boundary line 1s and on the side of an end
portibn 15b. | | |

. "Here,' in order to make the wing. member 1.5 extensible
either entirély or partially (e.g., at the regién 15s or at

the regions 15s and 15r), the entirety of the wing member 15

can be formed by adhering urethane and spun-bonded nonwoven

fabric, or the region 15s or the regions 15s and 15r of the

wing member 15 can be formed by adhering urethane and

spun—bonded nonwoven fabric partially.
On the other hand, the wing member 15 is preferred to

have a total-ray transmissivity of 20 % or more according to

'~ the JIS-K-7105. The wing members 15 are fixed on the outer

side of the underwear 30 at the crotch portion of the underwear

30, as shown in Fig. 4. With the high ray transmissivity of
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the wing members 15, therefore, the color.of the underwear 30
is seen through the wing members 15 so that the worn sanitary
napkin is hardly recognized. Where the-wing members 15 are
made of a nonwoven fabric, for example, this nonwoven fabric
is preferably made of an undulled sheet containing no
plasticizer such as titanium. Alternatively, for example, the
wing members 15 may be made of a transparent film.

The wing merhbers 15 can be made of a nonwoven fabric or
a film, for example. Preferred is a thermal Bon&ed nonwoven
fabric of polypropylene: More preferred is a laﬁination of
a spun-bonded nonwoven fabrié,la melt blown nonwoven fabric

and a spun-bonded nonwoven fabric.

The top sheet 10 can be made of hydrophobic fibers

subjected to. a hydrophilic treatmen,t,' hydrophilic fibers or

the like, such as point-bonded; air-through, spun-bonded or

. spun-lace nonwoven fabric. -Alternatively, the top sheet 10

may be formed by layinga cushion iayer of bulky nonwoven fabric

over the above-specified nonwoven fabric.

The back sheet 11 is made liguid-impermeable but

air-permeable of a resin sheet of polyolefins, for example.'
Alternatively, the back sheet 11 may be _made of a nonwoven
fabric and a waterproof film sandwiched between the nonwoven
fabric and the absorbent.léyer 12;

The absorbent layer 12 is made -of an absorbent material,

as exemplified by: a fibrous web of hydrophilic fibers such
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as those of rayon, cotton or the _like ; pulverized pulp; or a
mixture of pulverized pulp and a highly water-absorbent
polymer. Alternatively, the absorbent material is prepared
by enveloping the pulx_rerized puip or the mixture of the
pulverized pulp and the highly water-absorbent polymer with
an absorbent sheet such as tissues.

Next, a process for manufacturing the éanitary nabkin
1 shown in Fig. 1 will be described with reference ._to Figs.
7 to 9.

First of all, wing ‘member materials 15C of a rectangular
shape are jointed to the two side portiéns qf a band-shaped
back sheet material 11A being continuously fed, as shown in
Fig. 7. These wing_member materials 15C are cutl away from a |
'band—sh.aped materj.al and are fed at inte:;val-s in the MD so that
they are bonded to the back sheet material 11A by a hot-melt
adhesive.

Next, as shown in Fig. 8, the absorbent layers 12 are
intermittenfly féd; each of which is pléced on the back sheet
material 11A and between the wing member materials 15C and 15C.
At this time, thé back sheet material 11A and the absorbent
-layer 12 are jointed by a hot-melt adhesive or the like.
Alternatively, the wing member materials 15C may be adhered
and jointed to the back sheet material 11a after the absorbent
layer 12 was fed onto the back sheet material 11A. |

After this, a top sheet material 10A is continuously fed
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so that the absorbent layer 12 .is sandwiched between the back
sheet material 11A and the top sheet material 10A. At this
time, the top sheet material 10A and the back sheet material
11A are adhered to each othér at the periphery of the absorbent
layer 12 by a hot-melt adhe.sive which has been applied in
advance to the back sheet material 11A. Also, the top sheet
material 10A and the wing membér materials 15C are adhered to
each other by a hot-melt adhesive.

As shown in Fig. 9, moreover, the periphera.I portion of
the absorbent layer 12 ::LS heat-sealed by a first roll 40 so
that the top sheet material 10A and the back sheet material
11A are jointed at the periphery of the absorbent layer 12 to -
form the peripheral joiht portion .1e. .S.imu.lt'a"nec.)usly-Withh
this, the heat-sealed portions 16a and 16b are formed at the
jéi,nt portions between the top sheei:_material 10A and the wing '
member materials 15C.

By a second roll 41, thereafter, the unnecessary portions
are removed (by a trimming or trim-cutting method). The

sanitary napkin 1 thus cut is folded at its wing members 15

-toward the back sheet or top sheet side. At this time, the

folding step can be s'imply advanced if the wing members 15 are
made easily foldable along the boundary lines 1ls, as described
hereinbefore. Although not shown, moreover, the sanitary
napkin 1 is folded in t;_hree or four and are individually

packaged.
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By the process thus far described, the wixig members can
be attached simply and reliably to the body 1A. According to
this manufacture method .of the invention, -on the other hand,
the portions to be disposed'are less (withlittle trimming loss)
than those of the case of the prior art :‘an which the top sheet
material is extended outwards of the widtﬁwise direction to
form the wings, that is, in which the top sheet materia.l is

extended to have a width containing the wings and the

unnecessary portions are cut off.

€

Here, the absorptive article having the wing members of

‘the invention should not be limited to the sanitary napkin thus

far described but can 'be applied to pantie liners, urine pads
or the like. Moreover, the entire shape of the absorptive
article is suitably modified apéordirig to its using purpose.
on the other hand, the absorptive article can be provided on

its two side portions with transverse leakage preventing

barrier cuffs (or side gathers), as‘called soO.

In the absorptive article of the invention, as has been
described hereinbefore, the wing membérs will not easily come
out of the body. Moreover, the wing members can be reliably
jointed to the body while retaining the moisture permeability
and the air permeability. By adjusting the rigidities of the
body and the wing members, moreover, the Wing members can be
easily folded at the side portions of the body. This easy

folding makes it easy to wear the absorptive article and to
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fold the same while beihg manufactured.

According: to the process for manufacturing the
absorptive article of the invention, on the other hand;: the
portions to be disposed during the manufacture process can be
reduced, and the absorptive article can be easily manufactured,
so that the productivity can be enhanced.

Here, “comprises/comprising” when used in this
specification is taken to -specify the presence of stated
features, integers, steps o:7components but does hét precludé
the presence or addition o‘f one or more other features, infegers P
steps, compdnents or groups thereof.

Although various exemplary'embodiments have been shown
and described, the invention is not limited to the einbéd}.ments
shown. Therefore, the scope of the;inventibn is intended to

be limited solely by the scope of the claims.'tha'l': follow.
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WHAT IS CLAIMED IS:
1. An absorptive article comprising: a body including a
liquid-permeable top sheet, a back sheet and an absorbent layer
sandwiched between said top sheet and said back sheet; and wing
members disposed on two side portions of said body and extending
outwards in the widthwise direction from said body,
wherein said wing members are jointed to the two side
portions of said body while being sandwiched between said top

sheet and said back sheet.

2. The absorptive article as set forth in Claim 1,
wherein both the width size of joint regions between said

| top sheet and said wing members and the width size of joint

regions between said back sheet and said wing members are-at

- least 5 mm.

3. The absorptive article as set forth in Claim 2., '
wherein at an int_e_rmediate region, to w_h_i-ch said wing
members are attached, of saj.d body, said top sheet has a larger |
width size than that of séid back sheet so that the j&int regions
between said top shéet and said wing members has a larger width

size than that of the joint regions between said back sheet

e i wmbers. L

4. The absorptive article as set forth in Claim 3,
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wherein said wing members have a moisture permeability

of no less than 10,000 g/m’ according to JIS-2-0208.

5. The absorptive article as set forth in Claim 4,

wherein the width size of said joint regions between said
top sheet and said wing members is at least 10 mm;

wherein when the area of said joint regions between said
top sheet and said wing members is assumed to be 1 (or 100 %),
the substantial joint area in said joint regions between said
top sheet and said.wing';embers by an adhesive is at most 0.2
(or 20 %), and

wherein said toi: sheet and said wing members are

-

partially welded and jointed.

6. The absorpﬁive axticle as set forth in Claim 5,
wherein a plurality of welded and jointed portions are
extended in the widthwise direction and provided at intervals
in the longitudinal direction such that at least one welded
- and 'jointed portion extends '. from said joint regioﬁs between

said top sheet and said wing menibers to regions of only said

* [ L M S *

7. The absorptive article as set forth in Claim 1,

wing members.

wherein the rigidity value of regions, in which said wing

members, said top sheet and said back sheet are jointed together,

This Sheet Has Been Replaced
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according to the céntilever method is large: by at least 20

mm than that of a joint portion, in which said top sheet and
said back sheet are jointed to each other without sandwiching

said wing members, according to the cantilever method.

8. The absorptive article as set forth in Claim 7,
wherein the rigidity value of said wing members according

to the cantilever method is 50 to 150 mm in the MD'and 30 to

¢

100 mm in the CD.

9. Thé absorptive article as set forth in Ciaim 1,
.wherein said wirig members have an extensibility in said
widthwise direction so that tﬁe'shrinking fofée.of-said.wing
members as a whole for a strain of 10 % is at least 5 gf when
said.wing members are uniformly.extended in said widthwise

direction all over the area of the longitudinal direction.

10. The absorptive article as set forth in Claim 1,

wherein said wing members have an extensibility in said

widthwise direction so that the strain when extended to the

limits in.said widthwise direction is within a range of 10 to

o | RO A
. * € L M s =

11. The absorptive article as set forth in Claim 1,

wherein said wing members have a total-ray
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transmissivity of at least 20 % according to the JIS-K-7105.

12. A process for manufacturing an absorptive article
including: a body including a liquid-permeable top sheet, a
back sheet and an absorbent layer sandwiched between said top
sheet and said back sheet; and wing members disposed on two
side portions of said body and extending outwards in the
widthwise direction from said body,_ clompri'"sing:

(a) a step of jointing wing member materials i:o two sides
of a back sheet materia‘l;

(b) a step of placing an absorbent layer on said back sheet
material before or after said step (a);

(c) astepof sandwich‘ing said absorbent layer between a top

sheet material and said back sheet material by feeding said

top sheet material over 'said absorbent layer;

(d) a step of jointing séid top sheet material and said back
sheet material on the outer side of said absorbent layer; and

(e) a step of cutting off unnecessary portions of said back

sheet material, said top sheet material and said Wing member

materials, to manufacture an absorptive article in which said

Pody and sald wing members axe Jointed: | 0 R
. . . ' * . C L M S x

13. The absorptive article manufacturing procéss as set
forth in Claim 12,

wherein at said step (a), said wing member materials are
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jointed to the upper face of said back sheet material, and
wherein at said step (¢), said wing member materials are
sandwiched and jointed between said back sheet-material and

said top sheet material.

14. fhe absorptive article manufacturing process as set
forth in Claim 13,

‘wherein at said step (d), said back sheet matérial and
said top sﬁeet material are jointed by an adheéiﬁe.
15. The absorptive article manﬁfacturing process as set
férth in Claim 14, furthei comprising:

‘between said step (d) ahd éaid step (e.) , a step ofl welding
and jointing said top sheet material and said wing member

materials.
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