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ABSQRBENT NENBER FOR ABSCRBENT ARTICLE ' - AND METHOD FOR
MANUFACTURI NG THE SAME - "The present invention rel ates
to an absorbent - - menber for use in absorbent articles such as

di sposable = - - diapers or sanitary napkins, and further relates to a
nmet hod of manufacturing such an absorbent nenber. ) o

Her et of ore, absorbent bodi es have been widely ~used, which include
a liquid perneable sheet such as a - ~-1- tissue paper for covering an
absor bent core conpr|5|ng fluff pulp or a mxture of fluff pulp

and super absorbent xﬁﬁwmg e s of fine fibers
and the supera sor %ﬂ# Rskaﬁ Aé$ V\g{ers or- l!T‘ne particles,

AND METHOD FOR MANUFACTURING THE SAME

: The_ present invention relates to an absorbent
member for use in absor_bent articles such as' disposable

diapers or sanitary napki_x';s,' and further _reia_tes to a

-

method of men_ufacturing such an 'absorbent member .
Heretofore, absorbent bodies have been widely

used, which include | a liquid perm'eable sheet such as | a
rissue paper for covering an absorbent core comprising
floff pulp or a mixture of fluff pulp aoci superabsorbent
polymer. Since the 'f_lu.ff. puip is of fine fibers and the
.superabsorbent polymer is of powders or fine particles,
they are usually preformed into a core of desired shape
_ before they are covered with a tissue paper and the like to
facilitete handling thereof in the course of manufacturing
prot:esses of the above-mentioned articles and also to

N prevent fiber flocks and p'articles from leaking off the
artliclles. during use the-r.eo.f. For example, Japanese Kokai
(unexamined) Patent No. Sho 51 103545 teaches a general
rﬁatter on such a covering technique.

In general, - despite the. absorbent bodies being




they ate usually preformed into a core of desired -shape : before-
they are covered with a tissue paper and the like to facilitate
handl i ng thereof in the course of manufacturing processes: of the
above-nentioned articles and also to prevent fiber flocks and
particles fromleaking off the: articles during use thereof. For
exanpl e, Japanese Kokai (unexam ned) Patent No. Sho 51-103545
teaches a general _ - matter on such a covering techni que.

In general, despite the absorbent bodi€3-~being

-2- covered wth a tissue paper, the absorbent bodles tend to lose their

shape as the abs rb l.i qui ds whi ch cause,, ent.an t | bers to
Cong | oose éﬁér (k £fsste paper, the absé&bené'b&ﬁlgy Pehd PES |

lose their shape. as they absorb ligquids which cause
entanglement.of pulp fibers to come.loose and the tissue
paper to break. This provides discomfort to users during
use and difficulties of héndling thereof afte: use. One
measure to avoid such inconveniences is.to improve the wet
strength of the absorbent body. For instance, Japanese
Kokai (unexaminedj'Patent No. Sho 57-82504 proposes to"
prevent.an absorbent body from losing its shape by covering
an absorbent cdre.comprising fluff pulp with a reticulatéd
sheet formed of synthetic resin to fofm an absorbent body
and thereafter securing the reticulated sheet to an
inwardly facing surféce_of a backsheet of an article. U.S.
Patent No. 3,587,579 discloses a technique which covers
_fluff pulp with a feticulated sheet such as a ﬁoven fabric
ora non-woveﬁ'fabric of coérse meshes to form an absorbent
body having improved tensile strength. This technique
also serves to prevent the absorbent body from losing its

shape.'

These conventional techniques all wutilize a
reticulated sheet. While it is preferred from the point of

view ofabsorbing performance of the absorbent body that the



paper to break. This provides disconfort to users during use and
di'ffieulties of handling thereof after use. One neasure to avoid such
inconveni ences is to inprove the wet strength of the absorbent body. For
i nstance, Japanese Kokai (unexam ned) Patent No. Sho 57-82504 proposes to
prevent an absorbent body fromlosing its shape by covering an absorbent
core conprising fluff pulp with a reticulated sheet forned of synthetic
resin to forman absorbent body and thereafter securing the reticul ated
sheet to an inwardly facing surface of_g-.backsheet of an article. U S
Patent- No. 3,587,579 discloses a technique which covers fluff pulp with a
reticul ated sheet such_as_a woven fabri or a _non-woven fabric of . coarse
nmeshes to foFﬁFgﬁufa%E%‘?béﬁ‘Feth&?s h&\/i?ﬁgg?%rwgﬂ Tatd Qs ig &% efYER.
This technique _also_serves to prevent the absorbent body fromlosing its
shape. Pre£Er=ed CEXOR, i Pbita oL Bl pg BES TREELTE PEEECEREPER] €8 at od

sheet. While it is preferred fromthe point_ of
prevent:?ng the absorbent b%dy from losing its shape that

the reticulated sheet has é lower open ratio to reinforce
the wet strength of the absorbent body. As such, these two
performances are in a reciprocal relationéhip with each
other. Aécordingly, an attempt to obtain an absorbent bédy
having bofh performances tends fo fail with fhe result of
sacrificing either of them.

The preﬁent invention is directed toward solving
thé above problems of the priolr art and has as its object to
provide an absorbent'member which particularly places a
réticulated sheet of'relativgly high opeh ratio over a
central region éf an absorbent core and interposes the
reticulated sheet betwe_en an absorbent. core and a covering
sheet for covering the ab_sor_bent core. The present
invention further provides a method for manufacturing an
absorbent'member incorporating such a reticulated sheet.

The present invention employs the following means
to solve the above problems. |
(1) It is a premise of an absorbent member for an
absorbent article in accordance with the present invention

that the absorbent member is interposed between a liquid



vi ew of absorbing performance of the absorbent body that the
-3-3 peticul ated sheet has a higher open ratio, it is also preferred from
the point of view of protective performance of preventing the absorbent
body fromlosing its shape that - the reticul ated sheet has a | ower open
ratio toreinforce the wet strength of the absorbent body. .As such, these
two perfornances are in a reciprocal relationship with each other.
Accordingly, an attenpt to obtain an absorbent body having both
performances tends to fail with the resyt of sacrificing either of t hem
The present invention is directed toward solving the above problens of the
prior art andhas as its object to -

permeable topsheet and a liquid impermeable backsheet of

the absorbent article.

Under such a premise, it is a distinguished feature

of the present invention that an absorbent member has an

absorbent core, a liquid permeable covering sheet for

covering at least an inwardly facing surface of the core,

— and a reticulated sheet formed of thermoplastlc synthetic
resin and interposed between the absorbent core and the
covering sheet, and the reticulated sheet has a relatively

“ higher open ratio over a central region of the inwardly
facing surface than over any of opposite lateral side
regions and opposite longitudinal end regions which
respectively surround the central region.

In a preferred embodiment of the absorbent member, .
the reticulated sheet is heat-bonded to at least one of- the
absorbent core and the covering sheet.' In  another
embodiment, the reticulated sheet is a laminated three-
layer sheet which comprises a central layer sheet having a
relatlvely higher melting point upper and lower layer
sheets having melting points lower than the melting polnt
of the central layer.

(2) In a method for manufacturing an absorbent member

in'aooordance with the present invention, a distinguished



provide an absorbent” menber which particularly pl aces a reticul ated sheet
of relatively high open ratio over a central region of- an absorbent core
and interposes the reticulated sheet between an absorbent core and a

covering sheet for covering t-he absorbent core. = The present invention
further provides a nethod for nenufacturing an absorbent nenber

i ncorporating such a reticul ated sheet. The present invention

enpl oys the following nmeans to solve the above problens. (1) It is-a

prenise of an absorbent nmenber for an _gbsorbent article in accordance with
t he present i nvention t hat the absorbent nenber is interposed between a

aad feature of fhe_ present method is {:g- include at least the
foll_l.owing'_steps under a premilse that the absorbent member
includes an absorbent core covered with é liquid permeable
coverihg sheet and a reticulated sheet and is adapted to be '
interposed between a liquid permeable topsheet and a liquid
impermeable backsheet."of an ab_sdrbent article:

- (a) a step of applying to a .continuously delivered,

thermopiastic_ synfhetic resin sheet a number of slits

arranged in a direction of movement-of the resin sheet in a

predetermined patterned manner;

(b) a step of stretching the resin sheet to fofm the
reticulated sheét having a transverse central region
having a relatively high open ratio;

(c) a step of locating the central region of. the
reticulated sheet over é central '_ region of an inwardly
fécing surface of the absorbent core to cover the absorbent
.core; and |

(d) a stép of covering the absorbent core and the
reticulated sheet with the covering sheet.

In a preferred embodiment of the present method, a
step of heat-bonding thel reticulated sheet to at least one of
the  absorbent core and the covering sheet is further included. B

Even after the absorbent member including the



-permeabl e topsheet and a liquid inperneable backsheet of the absorbent
artjcke,; Under such a premise, it is a distinguished feature of
tche present invention that. an absorbent nenber has an absorbent core, a
l'i qui d perneabl e covering sheet for covering at |east ‘an inwardly facing
surface of the core, and a reticulated sheet formed of thernoplastic
synthetic resin and interposed between the absorbent core and the
covering sheet, and the reticulated sheet has a relatively higher open
ratio over .a central region -of the inwagdly facing surface than over any
of opposite lateral. side regions and opposite |ongitudinal end regions

whi ch respectively surround the centrgl region red
enbodi nent  FPtLFRIALEG FBREthERTe COVETHRG cangggegﬁéé¥£¥%%ﬁggﬁﬁg%nded
to at |east one of the absorhent core and the coverin sheet . I n
anot her enBdauidst sotafetPdig duraMel Waker e %Ftll&\’rjr?ﬁ?ge r EER0E qyer

sheet which conmprises a central |aye heet i i i
"ol ting poi S GEFencARd tohedn apavent 2V Enent Hamber fUe

losing its shape. The reticula_ted sl‘_xeet has a high open
ratio over the central region of the absorbent core so that
the absorbing rate .is not disturbed. Meanwhile, the
— reticulafed.sheet has a low open ratio over the region of
the ébsorbent core surrounding the central region to
maintain air—permeability betweeﬁ the absorbent core and
the topsheet and also to prevent body exudates from leaking
out of thé absorbent core through the surrounding region of
the absorbent core. Furthermore, when the reticulated
sheet is heat-bonded to the absorbent core or the covering_
sheet for its positional fixation, it serves to restrain
the movement of the absorbent core éo that the shape of the
absorbent member is mofe effectively retained.
in order to obtain such a reticulated sheet,
openings are made in a transverse central area of a
synthetic'resin sheet so that'an.open ratio thereof becomes
_rglatively higher while delivered in one direction. To
this end, more slits are applied to the céntral area of the
synthetic resin sheet than to the opposite side regions of

the central region before the sheet is uniformly stretched.



Sheets having nelting points |ower than the nelting point of the central
l'ayers ;(2) In a nmethod for manufacturing an absorbent nenber in
accordance with the present invention, a distinguished

feature of the present nethod is to |nclude at least the follow ng steps .
under a premise that the absorbent menber includes an. absorbent core
covered with a liquid perneable covering sheet and a reticul ated sheet and
is adapted to be interposed between a liquid permeable topsheet and a

| iquid inperneabl e backsheet of an.absgrbent article: (a) a.step of

applying to a contlnuously dellvered t her nopl astic synthetlc resin sheet
a nunber of slit
Alternatively, a number of slits are applied uniformly in a

width direction of the resin sheet and the resin sheet is
stretched SO that the stretching rate is higher in the
central regipn than in tne opposite side regions thereof.

In the event that the reticulated sheet comprises a
three~layer laminated sheet and a material for an

- . intermediate sheet is selected to have a higher melting

point than those of upper and lower layer sheets, the
intermediate sheet ie able to stay firm and is not softened
encessiVely-even at a temperature that the upper and lower
layer sheets melt, so that a heat-bonding operetion is
facilitated. |

'Ihe 'inv'ention will be described by way of example with refer-
ence to the acccmpanying drawings, in which:- |

Fig. 1 is a partly cut-away perspective view of a
disposable diaper. |

' Fig. 2 is an end view taken along a line X-X of

Fig. 1. |

Fig. 3 ie ; plan view of an ebsorbent member.

Fig. 4 is a plan view of an absorbent member,
similar to that of Fig. 3, illustrating another embodiment

. of the reticulated sheet. |

Fig. 5 is an end view illustrating one embodiment



arranged in a direction of novenent-of the resin sheet in a predeterm ned
patterned manner; .{b) a step of stretching the resin sheet to formthe
reticul ated sheet having a transverse central region having a relatively
hi gh open rati o; (c) a step of locating the central region of. the
reticul ated sheet over a central region of an inwardly facing surface of
t he absorbent core to cover the absorbent core; and - (d) a step of
covering the absorbent core and the reticulated sheet with the covering

sheet . _ In a preferred enbodi merg~ of the present nethod, a step of
heat - bondi ng the reticul ated sheet to at |east one of the absorbent core
and t he coverin%ésheet I's further included. Even after the

absor bent m&fhéhe; ARseRheRt Rmber .

Fig. 6 1is an end view illusfrating. another
embodiment of the absdrbent member which is different from
that of Fig. 5.

Fig. 7 is an'end view illustrating still anothe:
embodiment of the absorbent member which is different from
those of Figs. 5 and 6.

Fig. 8 is a schematic diagiam of processes to be
ﬁsed in.mahufacturing the absorbent member.
| Fig. 9 is fragmentary plan views of thermbplastic
resih sheets iliuétrating embodiments of slit formation

(A) and (B)..

An absorbent member for an absorbent arficle'and a
method of manufacturing the absorbent member.in accordance .
with_the present invention will be hereinafter explained in
detail with reference to the accompanying drawings.

Fig. 1 shows a partly cut-away perspective view of
an absorbent article, such as a disposable diaper 1
incorborating an absorbent member 2 embodying the present
inventidn. ‘The disposablé diaper 1 has a liquid—pérﬁeable

topsheet 3, a liquid-impermeable backsheet 4, én absorbent



-6- ‘reticulated sheet for covering the absorbent core absorbs I|iquids so
as to»be in a wet state, the reticulated sheet retains its strength to

hel p prevent t he absorbent nmenmber from losing its shape. The
reticul ated sheet has a high open ratio over the central region of the
absorbent core so that the absorbing rate is not disturbed. - Meanwhi | e,

the reticulated sheet has a | ow open ratio over the region of the
absorbent core surrounding the central region to maintain air-perneability
between the absorbent core and the topgheet and also to prevent body
exudates fromleaking out of the absorbent core through the surroundi ng
reglon of the absorbént core. Furthernore, when the retjcul ajed., sheet

i s heat - bonihembes t Re ABSeFBeRedcoPetueeRhcthey cFopgheetecst 19| (e

positional fixation, it serves to restrain the nnvenent of the absorbent

core so t habacksheetpet of elastiahmembers onber ALSPRSEE AFSRATH
ret ai ned.

along leg-surrounding side edges and a waist-surrounding
end edge of a rear section, and tape fasteners disposed at
opposite side edges of the rear section.
Fig. 2 is an end view taken along a llne X-X of Fig.
1. The topsheet 3 and the backsheet 4 are respegtively
indicated by chain lines and a tissue paper 11 as_will be
described later is indicated by a broken line. |
Fig. 3 is a plan view of the absorbent member 2.
incorporated in the disposable diaper 1. A péripheral
profile of the tissue paper 1l is indicated therein by a
broken line.- |
In Figs. 2 and 3, the absorbent member 2 comprises
a preshaped:rectangulaf absorbent core 10 comprising a
mixture of fluff pulp and superabsorbent polymer, a tissue
paper 11 for govering the absorbent core 10, a reticulated
sheét disposed bétween the absorbent core 10 and the tissue
paper 1l for covering the absorbent core 10. Two shéets of
the tissue pager 11 are provided to cover an inwa:r:dly
.facing surfgcelloh and an -outwardly facing surface 10B,
respegtively. Those two sheets are placed upon each other

outwardly of peripheral edges of the absorbent core 10 and



In order to obtain such a reticulated -sheet, openings are nade in a
ttansver,se central area of a synthetic resin sheet so that an open ratio
t-her eof becones relatively higher while delivered in one direction. To
this end, nore slits are applied to the central area of the synthetic

. resin sheet than to the opposite side regions of the central region bef or e
the sheet is uniformy stretched. -7-

Al ternatively, a nunber of slits are applied uniformy in a wdth
~direction of the resin sheet-and the regor sheet is  stretched so that the
stretching rate is higher in the central region than in the opposite side

regions thereol  eureher hnbDFuSYs ledlila 1 bl Gehahod sheet comprises
| The reticulated sheet 12 is a laminafed three-
layer sheet which includeé an intermediate polypropylene
layer and ethylene-vinyl acetaﬁe layers integrally
| léminated onto upper and lower surfaces of the intermediate
polypropylene layer. . The reticulated sheet 12 has
longitudinally éxtending,. continuous thick (or coarse)
.filaments 13 and short thin (finé) filaments 14 egtending
transversely . from the thick filaments 13. A pair of
neighboring, thin filaments 14 extends transve;sely
between a pair of neighboring, thick filaments 13 = to define
an opening 15 therebetween. The thick and thin filaments
13, 14 are arranged at relat_ivé.ly wide Iintervals in a
transverse central region 16 of the reticulated sheet over
the inwardly facing surface 10A of the absorbent core 10 to
| enlarge areas'of the openings 15, and therefore to provide
a relatively higher open ratio. In opposite sidés of the
central region, any of the thicK filaments 13 and the thin
filaments 14 are arranged at relatiﬁely close intervals so
thét the openings 15 are rarely férmed or define small
areas, if thej are formed, to provide a low open ratio.
- Similarly to the tissue papef 11, two sheets of the

feticulated sheetllz-are provided to cover an inwardly



three-layer |lam nated sheet and a material for an internediate sheet is
selected to have a higher nelting point than those of upper and' | ower

|-ayer sheets, the internediate sheet is able to stay firmand is not _
softened excessively even at a tenperature that the upper and |lower |ayer

sheets nelt, so that a heat-bonding operation is . facilitated. The
invention will be described by way of exanple with refer- ence to the
acconpanyi ng draw ngs, in which:- _ Fig. 1 is a partly cut-away
perspective view of a dispasable diaper, Fig. 2 is an end view
taken along a line X-X of Fig. 1. c~il- Fig. 3 is a plan view of an
absor bent nenber. _ Fig. 4 is a plan view of an absorbent nenber,
simlar to tfwtimf $ugfade LOAuandatamgowtwaibdly efbcingesurfaicet HOB,
reticul ated sheet. - Fig. 5is an end view illustrating one

enbodi ment respectively. These two sheets extend outwardly from the
peripheral edges of the absorbent core 10 to define
marginal portions in whic;h the upper and lower éthylene-
vinyl acetate. layers' are fusedly_ _ secured to each other and
further to the tissue paper 11 and the absorbent core 10 in
. an ix_utermittent manner. The openings 15 of the reticulated
sheet 12 are through holes to permit body exudates
‘discharged over the topshéet 3 to move therethrough toward
the absorbent core 10. The thick and thin filaments 13, 14
.as illusfratéd somew_hat slant with respect to
transverse and longitudinal directions, respectively,
which depends ypon a manufacturirig method regarding the
reticulated sheét 12 as described hereinafter. |
. 'I'hé disbésable diaper 1 incorporating the
absorbent member 2 is able fo retain its shape against any
.\figorous movements of a user during use because the
abso:_'bent member 2 serves to restrain the free movements of
the absorbent core 10 by the provision of the lreticu,la'ted
sheet that covers and is fusedly - secured to the absorbent
core 10. 1In addition, the diaper 1 retains its shape even
after its absorpti;m of body exudates since the strength of

the reticulated shéet 12 is not reduced even in a wet



of t.he absorbent nenber. Fig. 6 is an end view illustrating another

ehbodi nent -of the absorbent nenber which is different from

that of Fig. 5.

Fig. 7 is an end viewillustrating still another enbodinment of the
absor bent nmenber which is different from those of Figs. 5 and 6.

Fig. 8 is a schematic diagramof processes to be wused in manufacturing the

absorbent nenber. Fig. 9 is fragmentary plan views of
thgrzmgjl astic resin sheets illustrating enbodinments of slit formation (A
an B) . : '

. -12-

condition. The reticulated sheet 12 has a high open ratio

in its central region 16 where body exudates are heavily

localized so that it does not provide an adverse effect of

slowing the body exudates absorbing. rate. On the other hand,

the reticulated sheet 12 has opposite side regions 17 of

lower open ratio where the thick and thin filaments 13, 14

are closely spaced from each other so that the area of the

- reticulated sheet 12 fusedly secured to the absorbent core

10 is enlarged. This serves to restrain the movement of

the absorbent core 10 over a large area so that the shape

retaining effect of the reticulated sheet is enhanced, and

to improve the tensile strength of the absorbent core 10,

and further to prevent the body exudates once absorbed from

leaking out of side portions of the absorbent core 10. The

presence of the openings 15 in the opposite éide regions 17

- still permits air to'pass between the absorbent core 10 and

the topsheet 3 so that the diaper 1 can not be steamed. In

order to bring about these effects, it is preferred that

the reticulated sheet 12 has an open ratio of 40 - 98 % in

its central region 16 and an open ratio of 5 - 60 % in its

oppdsite side regions 17, with its open ratio in the

| central region 16 always being maintained - higher than

that in the opposite side regions 17.



An absorbent nmenber for an absorbent article and a nethod of manufacturing

the  absor bent nmenber in accordance with the present invention will be
herei nafter explained in detail with reference to the acconpanying :
dr awi ngs. "~ Fig. 1 shows a partly cut-away perspective view of -an

absorbent article, such as a disposable diaper 1 incorporating an
absorbent nenber 2 enbodying the present invention. The di sposabl e di aper
1 has a liquid-perneable topsheet 3, a |iquid-inperneable backsheet 4, an
absor.bent : -9- nmenber 2 interposed
between the topsheet 3 and the backsh3et 4, elastic nenbers 5, 6
di sposed respectively
Fig. 4 is a plan view of the absorbent article 2 as
. similar to fhe &h& in Fig. 2. Howevef, the reticulated
sheet 12 is turned by 90 degrees. | By doing so, the
trénsverse tensile streﬁgth of fhe'absorbeht member 2 can
..be.imﬁroved and the leakage of body exudates from opposite
end regions thereof is prevented.
It should be noted here that two sheets of the
reticulated sheet 12 may be placed upon each other in the
. crossed state of the thick filamehts 13, though not
illﬁstrated'here. Where the reticulated sheets are sé
-placed, they will have a low open ratio both in the opposite
side regioﬁs and in the:opposite end regions.
Figs.' 5 through 7 are end views respec#ively
illustrating various embodiments of the absérbent member 2
‘as similar to that of Fig. 2. In Fig. S,Ithe tissue paper
11 has a width smaller than tﬁat of the réticulated sheet
12. The reticulated sheet 12 has small openings 15 at
oppositg side edges of the absorbent core 10. If fluff
pulp and superabsorbent polymer contained in the absorbent
cbre 10 are not likely to leak through the reticulated
sheet 12, the tissue paper 1l may be required to cover only

the inwardly or outwardly facing surfaces 10A, 10B of the

absorbent core 10, or only the central region thereof. In



al ong | eg-surroundi ng side edges and a wai st-surrounding end edge of a
rear section, and tape fasteners di sposed at opposite side edges of the
rear section. : Fig. 2 is an end view taken along a line X-X of Fig.
1. The topsheet 3 and the backsheet 4 are respectively indicated by chain
lines and a tissue paper 11 as wll be described later is indicated by a

br oken |i ne. Fig. 3 is a pl-an view of the absorbent nember 2
i ncorporated in the disposabl e diaper 1. A peripheral profile of the:
tissue paper 11 is indicated therein by 2 br oken | i ne. In Figs. 2

and 3, the absorbent nenber 2 conprises a preshaped rectangul ar absor bent
core 10 conprising a mxture of fluff pulp and superabsorbent polyner, a
ti ssue pap@igll €,ortheveeticuléreedbsbeetni2cend the &issuecdapesd 1ksheet
di sposed between the absorbent core 10 and the tissue paper 11 for
covering tharsbbothewbundrerdingd Tohie sbseirbenft cobe 10ssda Pager7 lithee
provided to cover an inwardly facing surface 10A and an outwardly facing
surface 10Breticulated sheet 12 and the tissue paper 11 cover the
~ absorbent core.lo plaged on the backsﬁeet 4. They are.
' furthef covered with the topsheet 3. The reticulated sheet
12 may be secured to the backsheet.4 along the opposite
side edges of the absorbent core 10 and, if_necessary,
along the outer edges thereof to prevent the absorbent core
.10 from lééing its shape.
Fig. 8 representatively shows a schematic diagram
of processes to be used in manufacturing the abéorbent
member 2. In the processes, there are provided first and
second extruders 51, 52 to form two reticulated sheets 12
forl respectively .covering the inwardly and outwardly
facing surfaces of the absorbent core 12, firsf and second )
slitters 53; 54, and first and second tenters 55, 56. The
first e#truder 51 forms a polypropylene sheet 57 having
opposite suffaces to which ethylene-vinyl acetaté sheets
58 are laminated to form a first three-layer sheet 61. The
second extruder 52 forms.the polypropyleng sheet 57 having
opposite surfaces to'whiéh efhyleﬁe-vinyl acetate sheets

58 are laminated to form a second three-layer sheet 62.

The first and second slitters 53, 54 apply slitting



respectively. Those two sheets are placed upon each other outwardly of
per-ipheral edges of the absorbent core 10 and '

-40- my be further adhesively secured to each other. : The
reticulated sheet 12 is a lam nated three- |ayer sheet which includes an

i nt er medi at e pol ypropyl ene |ayer and ethyl ene-vinyl acetate |ayers
integrally |am nated onto upper and | ower surfaces of the internediate
pol'ypropyl ene | ayer. The reticulated sheet 12 has longitudinally
ext endi ng, continuous thick (or coarse)_1 filaments 13 and short thin (fine)
filanments 14 extending transversely . Pron1the thick filaments 13. A

pair of neighboring, thin filanents 14 extends transversely
respectively to the first and second three-layer sheets 61,

62 to form therein slits extending in moving directions
thereof in predetermined patterns. They are subseéuently
strefched at predetermined rates respectively by'the first
and second tenters 55, 56 so that the slits therein are.
~opened to de%ine'the apertures 15. These sheets having
apertures 15 form first and second continuous reticulated
.sheets 63, 64 which are substantially identical te each
other.

The discrete absorbent cores 10 p:eformed in
another process (not shown) are then placed on the first
continuous reticulated sheet 63 at predetermined
intervals. The second continuous reticulated sheet 64 ié
intreduced thereover and is then bonded to the first
continuous reticulated sheet 63 along the side edges or
four peripheries of the absorbent core 10. The first and
second continuous tissue papers 65, 66 are fed on the first
and second- ‘continuous . reticulated sheets 63; 64,
respectively and are compressively placed upon or
adhesively secured to each_other along the side edges or
fbu: peripheries of the absorbent core 10. The cutter 66
fhen severs the aesembly into eeparate individual

.absorbentlcores 10 so that individual absorbent members 2



between a pair of neighboring, thick filanments 13 to define an opening 15
t herebetween. The thick and thin filaments 13, 14 are arranged at
relatively wide intervals in a transverse central region 16 of the
reticulated sheet over the inwardly facing surface 10A of the absorbent
core 10 to enlarge areas of the openings 15, and therefore to provide a
relatively higher open ratio. In opposite sides of the central region, any
of the thick filaments 13 and the thin filanments 14 are arranged at
relatively close intervals so that the openings 15 are rarely formed or

define small areas, if they are formed18ro provide a | ow open ratio.
~Simlarly to the tissue paper 11, two sheets of the reticulated sheet 12
are provi dedat@® s¥winad) | nwardl y '

'Fig. 9 shows plan ﬁiews exemplariiy illustrating

patterned applications of longitudinally long'slits 70 in

the first and second three-lafer sheets 61, 62 before and

after'stretching by (A) and. (B) wherein (1) and (2) show

the states thereof before and after stretching is made,

respectively. In Fig. 9(A), the slits 70 in the first and

second three-layer sheets 61, 62 are uniformly distributed

in a transverse direction thereof. In Fig. 9(B), the slits

70 in the first and second three-layer sheets 61, 62 are

closely distributed in the transverse central regions

thereof.

The first and second three-layer sheets 61, 62 in

the (A) state are stretched in the stretching process of

Fig. 8 so that relatively higher stretching rates are given
"-in the central regions thereof. The first and second

three-layer sheets 61, 62 in the (B) state are stretched so

that the uniform stretching réte 1is given transversely

thereof. Such stretching results in that the first and

second continuoﬁs reticulated sheets 63, 64 and the

reticulated sheet 12 obtained therefrom respectively have

the higher open ratios in the central regions thereof than

in the oppésite side regions thereof. When the slit



f acing surface 10A and an outwardly facing surface 10B, respectively.
These-two sheets extend outwardly fromthe peripheral edges of the
absorbent core 10 to define marginal portions in which the upper and | ower
et hyl ene- vinyl acetate layers are fusedly secured to each other and
further to the tissue paper 11 and the absorbent core 10 in an
imterm ttent manner. The openings 15 of the reticulated sheet 12 are
through holes to permt body exudates discharged over the topsheet 3
to nove therethrough toward the absorbgpt core 10. The thick and thin
filaments 13, 14 as illustrated Somewhat slant wth respect to
transverse and | ongi tudi nal directions, respectively, which depends upon a
manuf act uri reptketnsl asgilduggrabted Aot i(du) axel Shrwed]ingshéesthierTd
her ei nafter. The disposable diaper 1 incorporating the
absor bent neidwer Sheetd| 6l t B3 ctthien skants angles)ahsthanongi gatingl
novenments of a user during use because the absorbent nenber 2 serves to
restrain therid ceranswamsa sthifck and thin filaments 13, 14 created in
(11) are changed in accordance with the applied stretching
rates.

The first and second continuous reticulated sheets
63, 64 can be fusedly secured to the first and second
continuous tissue papers 65, 66 and the absorbent cores at
appropriate locations in the processes of Fig. 8. Only a
slight heating is required to fusedly secure them since
each of the reticulated sheets 63, 64 has in its opposite
surfaces highly heat-sealable ethylene-vinyl acetate
layers. Furthermore, the use of polypropylene layer as the
intermediate layer permits the first and second
reticulated sheets 63, 64 +to remain firm even at
temperatures where ethylene-vinyl acetate layers melt, and
therefore faéilitating the securement operations.

When incorporated in the diaper 1, it becomes
important that the reticulated sheet 12 has a high open
ratio in the site to which body exudates are discharged.

It is preferred that fhe reticulated sheet 12 has low open

ratios in the other sites including a site facing toward

the backsheet 4 so that the tensile strength of the



the absorbent core 10 by the provision of the reticulated sheet that

covers and is fusedly secured to the absorbent core 10. In addition,

diaper 1 retains its shape even

after its absorption of body exudates

t he

since the strength of the reticul ated sheet 12 is not reduced even in a

. -12- condition. The reticul ated
sheet 12 has a high open ratio inits central region 16 where body

wet

exudat es- are heavily localized so that it does not provide an adverse
sl owi ng the body exudates agiggbing rate. On the other hand,
le regions 17 of |ower open ratio

ef fect of

the reticul ated sheet 12 has opposite si

where the thick and thin filaments 13, 14 are closely sgaced from each
ot her so t h@absorbentsaze dReis not sacrificed and ef

ective body
exudates leakage prctection is provided whilelthe diaper 1
lis hardly steamed. Differen';: qﬁalities or characteristics
can be given to the first and second reticulated sheet 63,
64lfor their respecti&e intended uses.
| A typical example of the reticulated sheet 12 is a
tﬁree—layer sheet having a thickness'in fhe range of 30 -
200 microns which comprises a polypropylene sheet having a
thickness in the range of 10 - 60 microns and ethylene-
vinyl acetate.sheets each having a thickness in the range
of 10-80 microns. The use of the polypropylene sheet and
ethylene~vinyl acetate sheets _which have mclecuiar‘
oricntafions in the directions they are fed facilifates
.formation of the slits 76 and apertures 15. A product
preformed of fluff pclp or a mixture of fluff pulp and
scperabsorbent polymer can be used for the absorbeht core
12.
The absorbent ﬁember of the: present invention
includes the reticulated sheet .formed of thermoplastic:

résins to cover the absorbent core so that it is able to

- retain its shape. The reticulated sheet has a high open"

ratio over a central region of the absorbent core so that

it does not disturb the body exudates absorbing rate, and low



reticulated sheet 12 fusedly secured to the absorbent core 10 is

enl arged: This serves to restrain the novenent of the absorbent core 10
over a large area so that the shape retaining effect of the reticul ated
sheet is enhanced, and to inprove the tensile strength of the absorbent
core 10, and further to prevent the body exudates once absorbed from

| eaki ng out of side portions of the absorbent core 10. The presence of the
openings 15 in the opposite side regions 17 still permts air to pass

bet ween the absorbent core 10 and the ijqpsheet 3 so.that the diaper 1 can
not be steaned. In order to bring about these effects, it is preferred
that the reticulated sheet 12 has an open ratio of 40 - 98 %in its
central regi 8ReRETAKACEN iFp&eaisnso IrTOUNdn,the | eentEphospgéoni @&
regions 17, with its open ratio in the central region 16 always being

mai nt ai ned thehiahsarhenth cer@t sion that ofpesiakserhrnt cgozes ammd the

covering sheet can be fusedly - secured to each othe_r' over a
large area. _The large secuiement,area thus obtained serves
to restrain ﬁovements of the absorbent core and to further
improve a protective effect of preventing the absorbent
core from losing its shape.

The slit formation in a cohtinuously delivered
thermoplastic resin sheet and .subsequent stretching.
faqilitate manufacture of the reticulated sheet having
selected open rafiqs.

The reticulated sheet serves to prevent body
exudates from leakiﬂg through peripheral fegions of the

absorbent core.



13- ~ Fig. 47is a plan view of the absorbent article 2 as simlar
to the in Fig. 2. However, the reticulated sheet 12 is turned by 90
degr ees. By doi ng ; transverse tensile strength of the absorbent
menber ZOﬁm ' i and the | eakage of body exudates from opposite
‘end regqi mm[,pﬁ vent ed. _ It should be noted here that two
- sheets of theé retwc sheet 12 may -be pl aced upon each other in the
crossed state of the thick filaments 13, though not illustrated here.
Wiere the reticul ated sheets are so placed, they will have a | ow open
ratio both in the opposite side regionfS and in the opposite end regions.
Figs. 5 through 7 are end views r es%vel y illustrating various
enbodi nents of the absorbent- nenber

1. An absorbent member for an absorbent article which
has an absorbent member interposed between a 1liquid
permeable topsheet and a liquid impermeable backsheet,
said absorbent member comprising:

an absorbent core;

a liquid permeable covering sheet for covering at
least an inwardly facing surface of 'said absorbent core;
and

a reticulated sheet interposed between said

. absorbent core and said covering sheet and having a
relatively higher open ratio over a central region of said
inwardly facing surface than over any of opposite lateral
side regions and opposite longitudinal end regions
respectively surrounding said central region.

2. The absorbent member of Claim 1, wherein said
reticulated sheet is heat-bonded to at least one of said
absorbent core and said covering sheet.

3. The absorbent member of Claim I or 2, wherein said
reticulated sheet is a' laminated three-layer sheet which
comprises a central layer sheet having a relatively higher
melting point, and upper and lower layer sheets having melting

points lower than the melting point of said central layer.

This Sheet Has Been Reﬂlaced
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as slmlar tothat of Fig. 2. In Fig. 5 the tissue paper 11 has a width
smal.l er than that of the reticul ated sheet 12. The reticul ated sheet 12
has smal | openings 15 at opposite side edges of the absorbent core 10. |If

fluff pulp t polynmer contained in the absorbent core 10
are not Ilkeﬁmuﬁmamﬂﬂl h the reticulated sheet 12, the tissue paper
11 may be requi red I-to“coxf/er* only the inwardly or outvvardly facing surfaces
10A, 10B of the absorbent core 10, or only the central region thereof. In
-14- Fig. 6, the reticulated sheet 12 grrid the tissue paper 11 are both
wound around the absorbent core 10. In the reticulated sheet 12
and the tissue paper 11 cover the :

' 4. A method for manufacturing an absorbent member

which: has a 1liquid permeable covering sheet and a
reticulé.ted | sheet for covering an absorbént core and is
adapted to be interposed between a 1liquid permeable
topsheet and a liquid impermeable backsheet of an ébsorbent'
article, said method comprising the steps of:

(a) applying to a continuously delivered,
thermoplastic syntheti_.c resin sheet a number of élits
arranged in a direction 0f~ mvernerit of said resin sheet in a
predetermined patterned manner';

.(-b) stretching said resin sheet to form said .
reticulated sheet having a transverse central region. |
having a relatively high open ratio;

(e) ldcating said central region of the reticulated
sheet over a central region of an inwardly faciné surface
~of said absorbent core to cover said absorbent core; and |

(d) coﬁering said absorbent core and said retiéulated
sheet with said covering sheet.

5. The method of Claim 4 further comprising a step of
heat-bonding said reticulated sheet to at least one of said
absorbent core and said covering sheet.

6. An absorbent member substantially as herein des-
cribed with reference to the accompanying drawings.

-
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absQrbent core 10 pl aced on the backsheet 4. They are further covered

Wit h tﬂw"tmqmwmuume reticul ated sheet 12 may be secured to the

backsh e _ pposite side edges of the absorbent core 10 and, if
necessary, al or’fg'fhe*outer edges thereof to prevent the absorbent core 10
fromlosing its shape. Fig. 8 reB-esentatively shows a schematic

di agram of processes to be used in manufacturing the absorbent nenber 2.
In the processes, there are provided first and second extruders 51, 52 to
formtwo reticulated sheets 12 for respectively covering the inwardly and
outwardly facind-surAadeethgd { feramanyanstuging 1an 1ahsqrbept spepher
slitters 53, 54, and first and second, tenters 55, 56. Tge first exl%jxuder
51 forms a FUPFERBNRENY ReheFPiR, fe3cribed s ith FRIETENFs B cirhe

et hyl ene-vinyl acetate sheets 58 are lamnated to forma first three-I|ayer
sheet 61. TRAECOTRAGNIGxLraYEP982 forns the pol ypropyl ene sheet 57 having
opposite surfaces to which ethyl ene-vinyl acetate sheets 58 are |anmi nated
to forma second three-layer sheet 62.

This Sheet Hss Been Reﬂlaced




The tlrst and second slitters 53, 54 apply slitting

respectlvely to the first and second three-layer sheets 61, 62 to form
therein slits extending in noving directions thereof in predeterm ned
patterns. They are subsequently stretched at predeterm ned rates
respectively by the first and second tepgers 55, 56 so that the slits
therein are opened to define the apertures 15. These sheets having
apertures 15 formfirst and seconda @8 iupous geticul ated sheets 63, 64
which are substantially identical to each other. The discrete

absorbent cores 10 pABSORBENT| MEMBER{ FOR ggsonszgmnanTsummnagare t hen

pl aced on the first
METHOD FOR MANUFACTURING THE SAME

An absorbent member comprises an absorbent core 10, a
'liQuid permeable covering sheet 11 and a reticulated sheet
12 interposed between the absorbent core 10 and the covering
sheet 11, wherein the reticulated sheet 12 hés a.relatively
-higher open ratio over ét least an inwardly facing.surface
102 of the absorbent core 10 than over any of opposite side
reglons and opposite end regions thereof.

(Fig. 2)

This Sheet iy
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continuous reticulated sheet 63 at predetermined intervals. The
second continuous reticulated sheet 64 i's introduced thereover and is then
bonded to the first continuous reticul ated sheet 63 along the side edges
or four peripheries of the absorbent core 10. The first and second
~continuous tissue papers 65, 66 are fbf6on the first and second
continuous . reticulated sheets 63, 64, respectively and are

conpressi vely placed upon or adhesively secured to each other along the

si de edges or four peripheries of the abbsorbent core 10. The cutter 66

" then severs t senbly into separate individu?l absor bent cores
10 so that indiv Lfi§aisorbent nmenbers 2
. . :

/




are obt ai ned.  Fig. 9 shows plan views exenplarily illustrating
patterned applications of longitudinally long slits 70 in the first and
second three-layer sheets 61, 62 before and after stretching by (A and

. (B) wherein (1) and (2) show the states th&r eof béfore and after
stretching is made, respectively. In Fig. 9(A), the slits 70 in the first

- and second three-layer sheets 61, 62 are uniformy distributed in a

transverse-direction thereof. In Fig. 9(B), the slits 70 in the first and
second three-layer sheets 61, 62 are closely distributed in the transverse

central regi-onsiet Q - The first. and second three-|ayer @Eets
61, 62 in the #A are stretched in the stretching processgp(§ ig. 8
so that relatively higher sﬁﬁﬁtching rat es q given in theggen_ra

regi ons thereof. The first ‘and second three-layer sheets %1, 62 in the

(B) state are stretched $o —thatMTe untorm strerchmgyatres—yi ven

“transversely

_________________ —
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thereof. Such stretc¢hing results in that the first and second continuous
reti.cul ated sheets 63, 64 and the reticulated sheet 12 obtained therefrom
-respectively have the higher open ratios inthe central regions thereof
than in the opposite side regions theregf/e \Wen the slit

-17- patterns as illustrated in (1) are fornmed in the three- |ayer sheets
61, 62, the slant angles of the longitudinal and transverse thick and thin
filaments 13, 14 created in (I1) are changed in accordance with the
applied stretching rates. The first and second conti nuous

reticul ated SthrG6a 64 can be fusedly .secured to the first and second

/2
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continuous tissue papers 65, 66 and the absorbent cores at appropriate

| ocat:f ons in the processes of Fig. 8. Only a slight heating is required to
fusedly secure themsince each of the reticulated sheets 63, 64 has in
~its opposite surfaces highly heat-se le ethylene-vinyl acetate

| ayers. Furthernore, the use of polypropylene |ayer as the internediate

| ayer permts the first and second 'reticul ated sheets 63, 64 to
remain firmeven at -tenperatures where ethylene-vinyl acetate |ayers nelt,
and therefore facilitating the securenent operations. When

i ncor por at ed inE: FNigper 1, it becones inportant that the reticul ated
sheet 12 has a B ratio in the site to which body exudates are

di scharged. It is preferred that the reticulated sheet 12 has | ow open
ratios in the other sites including a site facing toward Qhe backsheet 4
so that the tensile strength q)f1the12' ' 10A '

T

|
1
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-18- absorbent core 10 is not sacrificed and effective body exudates

| eakage protection is provided while the diaper 1 is hardly steaned.
Different qualities or characteristics can be given to the first and
second reticul ated sheet 63, 64 for their respective intended uses.

. A typical exanple of the reticulated sheet 12 is a three-|layer sheet
having a thickness in the range of 30 -3/6200 nicrons which conpri ses a

pol ypropyl ene sheet having a thickness in the range of 10 - 60 microns. and
et hyl ene- vinyl acetate sheets each having a th kness in the range of
10-80 m crons. The use of the pol ypropyl ene sheet efhyl ene- vi nyl
acetate sheets which have nol ecular orientations di rections they
are fed facilitates formation of the slits 70 and aper res 15 A product
preforned of fluff pulp or a mxture of quff pth and

[
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super absor bent pol yner can be used for the absorbent core 12. - The
absonbéntsnenber_of the present inventron includes the reticul ated sheet
formed of thernoplastic resins to cover the absorbent core so that it is
-able to retain its shape. The reticul at®P sheet has a hi gh open ratio
over a central region of the absorbent core so that it does not disturb
t he body exudates absorbing rate, and | ow _
-19- open ratios in regions surrounding the central region of the
absorbent core so that the absorbent core and the covering sheet can be
fusedly secured to each other over a large area. The | arge securenent.
area thus obtained serves o
B o~
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to restrain novenents of the absorbent core and to further inprove a
protective €ffect of preventing the absorbent core fromJlosing its shape.

Th%ﬁb@%%ﬁAﬂNpm@ﬁl nuously delivered thernopl asglipgc,{ﬁ%lm sheet

ancg rStretching - facilitate manufacture of the rqf bggyipf.§d sheet
hgvimg—setected opem rart os. . . The rerfcutared Sfieet Serves to
pr|Bos Bl bo FEXTORTHE ABSTRAGT (Continugtion of item §lof thefirspsheethl regi ons of the
aljSortent——ToTE. —20- CCATVE

An absorbent member comprising an absorbent core (10), a liquid permeable covering sheet (11) and a reticulated sheet
(12) interposed between the absorbent core (10) and the covering sheet (11), wherein the reticulated sheet (12) has a
relatively higher open ratio over at least a portion (16) of the inwardly facing surface (10A) of the absorbent core (10)
than over any of the opposite side regions (17) or opposite end regions.

_—

————
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1. An abserbent nember for an absorbent article which has an abstwiperes
menmber T ht mi qui d per neabl e topsheet and |iquid

i mper neabl
absor bent

jm,T" ai d absorbent nenber including : - an
ﬂ m',”m” "ﬁl d perneabl e covering sheet for covering at
east a top %héeet Lf aki ng surface of %_d absorbént:

retlculated sheet including a central |ayer sheet,

JCocorer -and.- a
fhaV|ng a re}atlvely

hi gher nelting point, and upper and | ower: h@y . 'shéets’ haV|ng nehﬁing
poi nts | ower than the nelting point of sai d. centralhlayer gheet:==~1, aand
| ami nated on said central |ayer sheet, said - . reticulated sheet: be 9.,
I nt er pos en said absorbent core and sai'd coverihg-.sheetand
havi ng a relatively higher open ratio over a central region of ~ said
i nwardly facing surface than over any of opp03|te -ateral ﬁﬁde '
regi ons and opposite | ongi t udi nal end regi ons respectlvé? e
sur roundi ng said central region. 2. The absorbent nenber of

Claim 11. Wh@lteiaibsﬁﬁbéht membetri cfbnt ath sdlestrhentecarticidcdwhicht | east

one of

rpen n [ ver i
a% aa?r? Oaggogbgggzemaenge%a :Einigeor;osecg gegween a liquid

permeable topsheet and liquid impermeable backsheet,
@aid absorbent member including—:

an absorbent core;

a liquid permeable covering sheet for covering at

least a top sheet faciné surface of said absorbent

core; and

a reticulated sheet including a central layer sheet

having a relatively higher melting point, and upper

and lower laver sheets having melting points lower

than the melting point of said central layer sheet

and laminated on said central layer sheet, said

reticulated sheet being interposed between said

absorbent core and said covering sheet and having a
relatively higher open ratio over a central region of
said inwardly facing surface than over any of
opposite lateral gside regions and opposite-
longitudinal end regions respectively surrounding

said central region.

The absorbent member of Claim 1, wherein said
reticulated sheet is heat-bonded to at least one of

said absorbent core and said covering sheet.

~ |REPLACEMENT SHEET |
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-21-_ —3~ A nethod for manufacturing an absorbent menmber which has

qui d rerneable covering sheet and a reticul ated sheet for
coverlng e and is adapted to be interposed between
a |iqui jﬂ"ﬂﬂﬂ&'ﬂﬂﬂﬂlﬁ"“opsheet and a liquid inpernmeabl e backsheet of
an absorbent “article,® sdid nethod in %udlng t he steps of : (a)
enpl oying a | am nated | ayer sheet whr }-incl udes a central |ayer
sheet having a relatively higher mel ti ng point, and upper and
| ower | ayer sheets having nelting points |ower than the nelting
poi nt of said central |ayer sheet, for said reticul ated sheet;

(b) applying ,

thernnplastlc sym%ﬁh?dcﬁ?gsfﬁggkhg&ﬂgi ‘%ﬂg&ﬁﬂéﬁk mem?etswérranged in
a direction ofha®mveaentlicguid permeabild reaovenhfget sheetpreaha:lerm ned
patterned stretchin said resin

form said retlc{i%#?inﬁ%?%ﬁ gﬂgeF°W§§FH§ 2% r Rt R F?a?ng
regi on having ggrehahp¥ely HOh wwenihntbrBosed between a liquid

permeable topsheet and a liquid impermeable backsheet

to

of an absorbent article, said method including the
steps of :

(a) employing a laminated layer sheet which includes

L a central layer sheet having a relatively higher

melting point, and upper and lower lavyer sheets
having melting points lower than the melting

peint of said central laver sheet, for said

reticulated sheet;

(b) applying to a  continuously delivered,
thermoplastic synthetic resin sheet a number of
slits arranged in a direction of movement of
said resin sheet in a predetermined patterned

manner;

{c¢) stretching said resin sheet to form said
- reticulated sheet having a transverse central

region having a relatively high open ratio;

(d) locating said central region of said reticulated
sheet over a central region of an inwardly
facing surface of said absorbent core to cover

said absorbent core; and

REPLACEME NT SHEET
13 JuL 1999
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(d)}locatin?ulunﬂ gion of said reticul ated sheet over a
central’ regi ,lﬂml g y facing surface of said absorbent

core to cover* ¢ L n sald absorbent core; and

REPLACEMENT SHEET _ -22- “(e)
covering said absor bent core ggd sai d reticul ated sheet
with said covering sheet. 4 Thé“met hod of Caim3 further including a
step of heat - bondi ng said reticul ated sheet to at | east one of said

absorbent core and said covering sheet.

{e) covering said absorbent core and said

reticulated sheet with said covering sheet.

4. The method of Claim 3 further including a step of

heat-bonding said reticulated sheet to at least one

of said absorbent core and said covering sheet.

" 5.. An absorbent member substantially as herein described

with reference to the accompanying drawing.

6. A method for manufacturing an absorbent member
substantially as herein described with reference to

the accompanying drawing.

REPLACEMENT SHEET
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5. -An absorbent menber substantially as herein descri bed

: : >, w tﬂﬁ't?—;’mr?
reference to the acconpanyi ng draw ng. 6. A nmethod for .
manufacturing an absorbent nmenber substantially as herein described
with reference to t he accoqpanying-dramnng.
-23-
ABSTRACT .

ABSORBENT MEMBER FOR ABSORBENT ARTICLE AND METHOD FOR
MANUFACTURING THE SAME

An absorbent member compris‘i'ng‘ an absorbent core (10) , a

~ liquid permeable coverlng ‘sheet ﬁ)_ and a reticulated sheet
—(12)' interposed between the absorbent core (10) and the
covering sheet (11), wherein the reticulated sheet __(_:L_g)_ has
a relatively higher open rat:l.o over at least a port:.on (16)
of the inwardly fac:.ng surface M of the absorbent core
- {10) than over any of . the oppos:.te s:l.de reglons {(17) or
opposite end regions. ' '
Figure 2. ? . \ 2
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