; e3eKKDM: <6r TU~; C~P~ 2004 1 Absorptive Article Having Wng Menbers, and
Protess for Manufacturing the Same BACKGROUND OF THE | NVENTI ON 1. F”%L&@@I
the Invention The present invention relates to an absorptive artikl:

as . a sanitary napkin, a pantie liner or a urine pad. Mire particularly, the
invention relates to an absorptive article having w ngs to be fol ded back,
when worn, to the |ower side of the crptch portion of an underwear, and to
a process for manufacturing the absorptive article. 2. Related Art In
recent years, various types of absorptive articles such as sanitary

napki ns, p&APECEPELINE &r #céPiﬁévﬁaﬂs%HaﬂeMG@bﬁrﬁseénﬂoPr@bgﬁﬁbﬁng t he

di scharges such as nenses or urine. Mist of these absorptive articles are
provi ded with wings on the Mamnfagkpxring nthe ySame endi ng si de portions.: Wen
t he absorptive article is worn, the wings are fol ded back to the | ower side
of the crotch portion of the underwear to prevent the underwear edge
portions frombeing blotted with the discharges. In general, these w ngs
are provided with adhesi BACKSROVNDOOFatrH&c kiwgNTIem t o t he underwear. The
absorptive article can be stably worn with little dislocation if its w ngs
_are attached iad adherted Trvdrtegidrower side of the crotch portion of the
under wear . J2if ~~ 24" These wngs are generally formed by protruding
the menbers comdie peseatt heveneionl réherabses R ¥Bsarpikhe aptesial !y,
that is, the joint assenbly of a back sheet and a top Sheet sideways of the

body of tdirsrlsos F%tain\iﬁ:a&fgt hgbﬁin)/\VheEanftﬂ% 1Phet ﬁé%ﬂ%’%gkat.hembf&k sheet

and the top sheet is used to formthe wings , however, sorptive
?ft|C|e particularly, the invention relates to an absorptive article

Tl
having wings to be folded back, when worn, to the lower side

of the crotch portion of an underwear, and to a process for
manufacturing the absorptive article.
2. Related Art

In recent years, various types of absorptive articles
such as sanitary napkins, pantie liners or urine pads have been
used for absorbing the discharges such as menses or urine.
Most of these absorptive articles are provided with wings on
the two longitudinally extending side portions. When the
absorptive article is worn, the wings are folded back to the
1ower.side of the crotch portion of the underwear to prevent
the underwear edge portions from being blotted with the
discharges. In general, these wings are provided with
adhesion means for attaching them to the underwear. The
absorptive article can be stably worn with little dislocation
if its wings are attached and adhered to the lower side of the

crotch portion of the underwear.



has to be manufactured such that: a lamnate is fornmed by sandw ching an
abstrbent | ayer between a back sheet material ) and a top sheet rraéeﬁi@- ]
and this lamnate is trimed out to forman elliptical or hour-gl a"s“‘b@(ﬁ%’*
portion and wi ngs. Therefore, the width sizes of the back sheet materi al
and the top sheet material for use have to be nmade large to formthe w ngs
by cutting. Moreover, the unnecessary,owaste portions to be cut out while

| eavi ng the body portion and the wi ngsshare excessively wi de areas i'n the
top sheet material and,the back sheet material. In sone absorptive articles
of the prior artle$fHh VABIS: R&e HEERErabl wfagnad by Preterydinedtbeparatel y
fromthe nmenbers formng the body so that they may be given a function

di f f er entM¢RRE $ hEENGLIURE ingp Ehrebodyn Jhpthes algmrspinivedaphiohe
Publication (Kokai) No. Heisei 6-47072, for exanple, there is disclosed a
sani tary HepRIFalhy mhtkat tise, by jeirieasseamblyhe fsiadbakkr shees Gnd t he

si deway | eakage preventing cuffs) are nade of a conmmon nmenber. This napkin
can be neaufeetshest byidedus mf dhe $oddy off the absotpttive agtpcdeess
because the y ~C-3 2Q04 3 nenbers to be ordinarily attached separately of
each other are Wiesiee dfhé Heiotmassembieof the Jedek estedinexamchedtBpt ent
Publ i cati on (Kouhycru) No. Heisei 9-511929, on the other hand, there is

di scl osedsheeabisarsid ve furn the wihdd) Bbwéher Viche JBHBGHEi P& areasiby fol ded
downward al ong the edge portions of the crotch portion of an underwear.

These wi ngagregbeps abpulheruded Wudh 29nas of tAhiededt ; £XE6PRLE] b’gti es to
| ower the stress which will arise at the folding tine. However, th

St T UCt Ur esahd it £ig LA MR HBRADERG e Be én?r% radiEEletdnbieleqy from

that constructing the body, has a defect that e W ng nmenbers easily cone

out fromjihe He -sheemﬁaeéﬂ?gge@%frt?ﬁsemmhﬁte@ée@gggﬂé.\keci RSitM B9

nmenbers are jointed to the sur . he top sheet or sheet "of the
bt RaPhLef P e b artol AL, bt Ul R el ) 0
wholly, SRSl e ! e WiLARC Sl ok N6 ARROLRLIYERALL Ui o TBL Sk peL el
O A o F 1 8 Bl ot B St erancec
e e S M P BRRBbRbRY oL e TP 200 05 0
exanpl e, 1"Ech %eV\g:trll ontftna Ejeaieeaélﬁgéj tth% l];gclfl}(rj por~t’iorn ;Hd~t~19e4 wingsshare
excessively wide areas in the top sheet material and the back
sheet material.

In some absorptive articles of the prior art, on the other
hand, the wing members are formed separately from the members
forming the body so that they may be given a function different
from that of the top sheet. 1In Japanese Unexamined Patent
Publication (Kokai) No. Heisei 6-47072, for example, there is
disclosed a sanitary napkin in which the wing merﬁbers and the
side barriers (or the sideway leakage preventing cuffs) are

made of a common member. This napkin can be manufactured by

reducing one step of its manufacturing process because the



4 downward al ong the edge portions of the crotch portion of the underwear.
the side barriers are ordinarily made of an inperneable nateri al

Moreover,

and the wi ng nenbers have an air-perneability |lowered to make the

t he underwear stuffy if they are made of the sanme material. In the

case, on

the contrary, the wing nenbers having the differently exte

j TR 200k

| atter
nsi bl e

zones could be nmade of an air-pernmeablg nmaterial and are easily fol ded
downward al ong the edge portions of the 1 crotch portion of the underwear.

In the presence of the djfferentl

areas of

fold on the predetermned |lines in the manufacture process.

ReRbSE  §onprisdidd natd lyoatik ached separatrlneieashisdhemase

éFextensible zones, however, the fol dable

hard to

As a result, it

i s diffictade tof rdiecameopmsiler on ef fici ency. SUMVARY OF *THE | NVENTI ON
An object of the invention is to provide an absorptive article having w ng
menbers j oi nt ed r §kpabkyge Unegxmntimed Pajtentt Phbl heat hoentkomhyics: )t Nopr ovi de
an absorptive article having wing nenbers which can be easily fol ded
downwar d Beiswi etgel p929) oos theaothetrc hapel,t idred Bh dbsleIvead, aand a
process for manufacturing the absorptive article. Still another object of
the i nvendbsorpisito aptdeildei R vhakIOt pbiwih @ iendlee shavé RGH1R0roRaBRr s of
excellent air permeability, and a process for manufacturing the absorptive
~f EEB 20fdwibwartd iddidhg Ahleuetifer pobt 86hs 0b£ tife IdPEH PdritS dnOolr Qi de a

process

Ve 3-\_.

underwear. These wing members are provided with zones of
different extensibilities to lower the stress which will arise
at the folding time.

However, the structure, 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
body. 1In the aforementioned example, moreover, the wing
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 joint strength between the wing members
and the body. Since the wing members are wholly exposed to
the surface of the absorptive article, moreover, their end
portions are highly probably caught, when the absorptive
article is worn, to leave 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 example, for example, the wing members are hard to fold



for manufacturing an absorptive article which can mnimze the trinm ng
| oss of the materials to the | east while having an excellent productigﬂhk
ef ficiency. According to the invention, there is provided an abskwﬁﬂ%
article conprising: a body including a |iquid perneable top sheet, a back
sheet and an absorbent | ayer f sandw ched between the top sheet and the
back sheet; and w ng nmenbers disposed pn two side portions of the body and
extending outwards in the wi dthw se direction fromthe body, wherein the
wi ng nmenbers are jointed to the two side portions of the body while being
sandwi chelPBtaktalong tBe efdee aridante ofathe steatich pentden adebheon, the
wi ng menbers are sandwi ched between the top sheet and the back sheet so
t hat t heyindgr4Rary el Mapepviesi,ntbeé sédehbabvigrahakre bedigapityemadd from
com ng out when the absorptive article is worn. in the invention, the w ng
menbers 0% amdémperameshier maltediifeflor exrtd frioen whnge mefnkidrs thgprshaet and
t he back sheet so that they can be given various functions. Preferably,
bot h t he airkpemiasbfifwilvwaredi ebsmhkeVEen e dop ket uaddrir8grwi ng
nmenbers and the width size of joint regions between the back sheet and the
W ng nmenbetsf &y 6 Athe§aatrebmiie of 4R ai®hdterial. In the latter

case, on the contrary, the wing members having the differently

extensible zones could be made of an air-permeable material

and are easily folded downward along the edge portions of the

crotch portion of the underwear. 1In the presence of the

differently extensible zones, 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 aresult, it isdifficult toraise the production efficiency.

SUMMARY OF THE INVENTION

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

Another object of the invention is to provide an
absorptive article having wing members which can be easily
folded downward along edge portions of a crotch portion of an
underwear, and a process for manufacturing the absorptive
article.

Still another object of the invention is to provide an
absorptive article having wing members of excellent air-

permeability, and a process for manufacturing the absorptive



Preferably, at an internediate region, to which the wing nenbers are

attached, of the body, the top sheet has a |arger wdth size tha%nFEPaman

t he back sheet so that the joint regions between the top sheet and Thé w ng

menbers has a larger width size than that of the joint regions between the

back sheet and the wi ng nenbers. Preferably, the wing nenbers have a

noi sture perneability of no less than 10,000 g/ nz according to JI SL.

Z-0208. In this case, it is preferred that the width size of the joint

regi ons between the top sheet and the wing nenbers is at least 10 mm that

when the &FeCHE- t he joint regions between the top sheet and the w ng

menbers is assuned to be 1 (or 100 ~), the substantial joint area in the

joint regions Pefwssherhebjept sifcehe dmyenttd oni hy tepbevidbyn proadsesi ve is

at nost 0 .2 (or 20 ~ ) ; and that the top sheet and the wi ng nmenbers are

parti al | ytewe ndes: fawd urdingt @0 abeore tivef arabd Ve whiphueah intih iafi 2etded and

jointed portions are extended in the wi dthw se direction and provi ded at

i nt erval stximmixeg | oowg tofliviad niveadilalen tauehet hahsat wheast hapenyehded and

jointed portion extends fromthe joint regions between the top Sheet and

the w ng emmdElent pradidttofepflyiddey W ng nenbers. Preferably, the

rigidity value of regions, in which the wing nenbers, the top sheet and the

back sheet are gdndvechd oget jsngh to c il . th is

| arger by at |east 20 rgﬂthaﬁg?%a?qggrgiqugli'nt t%g??i gfng,; ipﬁl%\%rﬁid::éﬁ t%e top

sheet e aRet b ; are joi C ther w,t hout
g ik oEe ECkpEEEThas’ 8 1R Shdfidl £ RthT This -

sandwi chi ng the wi ng nenbers, a g toth

case, th Fckh 4 u th i S cqrdi tq the cantil ever
forhod | SomAbid Yop (Snakrl S hatk TRIBRES a8 G Dob el FalRE oD

Pr ef er abl L DG JEEIRSY extensi biLity in.the w dthwse
directi onélasr(l)&t aﬁt{&?%e shr?lnEP%St\'{?%?é(;hee% atnﬁeakfn%g%rﬁ'ﬁ%;a?ng ¥Hede for a
strain of %d s S f en the wn nbers are unijforni

ext ended I?%nﬁﬁ]/%g %l%bﬁ\l'/s\nggeé%i% gctt %ngfl8\‘7‘§rg¥ Ezleali’%‘iyé‘fndt ﬁ%t?%ﬂb’il%udi nal
directio abl v,... t'he. wi.ng. nenpers have an extensibility in the

i it i SPHTRET o Yeng N B TR ST Bitab e e 1 mits 0 the
w dt hwi se direction.ds within a range of 10 to 40 % Preferably, the w ng
menbers have a "LBtRALT 4 ‘?r‘%ﬂrﬁ%%‘%‘iﬂ?ﬁlﬁ/ e aioinrd b thecker dfideto the
JI S-K-7105. Accoro(l)idﬂ to.the invention, there is also grovi ded a process
for manufBRUrIHYy l'é’n?s&oﬁﬂﬁ V& ide peiag gepduirhedabpsugennthadiopy a

| i qui d- per,meabl e t op sheet, a back sheet and an absorbent |ayer sandw ched

bet ween tHEFoRhdde hark Hhasdek sheet: and wing nenbers di sposed on two -

side portions of the body and extending outwards in the w dthw se direction
fromthe body, IdoEpeiidviegtics), thewdpgdienksers Ang sanvyivhettbetwéeni als to
two sides of a back sheet material;

the top sheet and the back sheet so that they can be reliably

jointed to the body while being prevented from coming out when

the absorptive article is worn. 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 and the wing members and the width size of joint

regions between the back sheet and the wing members are at least

5 mm.



~ FC ~ ~~04 a (b) a step of placing an absorbent

materi al before or after the step (a); (c) a step of sandw ching the

| ayer on the back sheet

absorbent | ayer between a top sheet material and the back sheet Keigy 7804 by
feeding the top sheet material over the absorbent |ayer; (d) a step of
jointing the top sheet material and the back sheet material on the outer
side of the absorbent |ayer; and (e) a?]step of cutting off unnecessary

t

portions of the back sheet material,
menber

t he unnecessary portion to be disposed during the manufacture, that
so- cal | ed"®®h§hfridkg Rbkachpd, refiddal boslyd the wwpEhmstbdes eababgesi nply

attached to_the body so that the process is excellent

e top sheet material and the w ng
material s, to manufacture an absorgtive article in which the body

and the wi ng ner ally j st Redntagmefdatg 190190 s teavuick thecwpnocess,

is, the

in the productivity.

At the stwiglih gipe thanethphphthiedraciasbeed so ahatptké godntyregioned to the
upper face of the back sheet material, and at the step (c), the w ng nenber
mat er i al Selweqy dher tbpysbeadvemheteandnjohatberdaiawen 1bhgebagkisheet

and the top sheet material. At the step (d) , the back sheet

mat eri al sk thent bthat keetheafeintlrayiony bbewabhyt h@ivddad shretnNag@hesi ve.

mat eri al

The process preferably further conprises:

(e), the tHemiofg wedndiergs .and j oi nting

between the step (d) and the step
4 F~~ 2~~4 9 the top sheet nmateri al

and the wing nenber materials. BRI EF DESCRI PTION OF THE DRAWNGS Fig. 1 is

a top plan vi ewreTeialdygn aPser Pliivg arddmérd n ﬁsgerd%C%&ébﬁer
e

enbodi nent of the invention and taken froma liquid recelving si

il

kb
H

permeability of no less than 10,000 g/m’ according to JIS-
Z-0208. In this case, it is preferred that the width size of
the joint regions between the top sheet and the wing members
is at least 10 mm; that when the area of the joint regions
between the top sheet and the wing members is assumed to be
1 (or 100 %), the substantial joint area in the joint regions
between the top sheet and the wing members by an adhesive is
atmost 0.2 (or 20 %); and that the top sheet and the wing members
are partially welded and jointed. More preferably, 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 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
together, according to the cantilever method is larger by at

least 20 mm than that of a joint portion, in which the top sheet



Fig. 2 is a bottomplan view, as taken fromthe back side, of the

absorptive article shown in Fig. 1; Fig. 3 is a partial

section taken al ong

line I'll - Il of Fig. 1; Fig. 4 is a plan view showi ng the stateti prahp
the absorptive article shown in Fig. 1 is nounted on an underwear;

is a top plan view showi ng anot her enbodi ment of a w ng nenber;

top plan view showi ng still another enbodi ment of the w ng menber; .
is a process chart for explaining the state in which a back sheet nmateri al
and a wind menber material are fed; Fig. 8 is a process chart for _
expl ai ni RP4 hBedagkesheehpren aintad spiranh pbher witdoat sandhbehimpt er i al

are fed;

napKi n. DCHSCRILRY| GG STHECPREAERBEDD EVMECDh VENTSVEr guetthdds. a Inophid an vi ew

and Fig. 9 is a final process chart for obtaining a sanita

showi ng an absorptive article 4 FED 2004 10

.

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 mm in the CD.

Preferably, the wing members have an extensibility 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 the widthwise
direction all over the area of the longitudinal direction.

Preferably, the wing members have an extensibility in

the widthwise direction so that the strain when extended to

 the limits in the widthwise direction is within 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 members 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 materials to two sides

of a back sheet material;

Flg.[gjlli

Fig. 6 is a

Fig. 7

ry



in accordance with one enbodi nent of the invention and taken froma liquid
receiving side; Fig. 2 is a bottomplan view, as taken fromthe back side,
of the absorptive article shown in Fig. I; Fig. 3 is a partial s C_Wn;%m
taken along line Il - IIl of Fig. 1; and Fig. 4 is a plan view sSh ‘qng t he
state in which the absorptive article shown in Fig. 1 is nounted on an
underwear. Here, a longitudinal directdjon of the absorptive article is
taken in a Y-direction, and a wi dthw se direction generally perpendicul ar
to the Y-direction is taken in a X-direction. In the enbodi nent shown in
Fig. 1, tH2) abbS5SR OTaPLREERY AN 13RsaTRANE 15 eirs caxthpl backdshset
sanitary napkin 1. This sanitary napkin 1 is made generally symetric with
respect tTALLEEht heferR QK abhaandihey sten Ha)¥- direction. The sanitary
napkin 1 is constructed, as also seen fromthe partial sectional view of
Fig. 3, t&)nclagéepacbotandwidieininghe abgardeptrimgpidt dbatopeshactop 0
directed toward the liquid receiving side, a liquid-inperneabl e back sheet
11 di r ect¥ikebwateniad sntethsidekastiean mbser behtoy Fyeidihy spadvédshed

bet ween the top sheet 10 and the back sheet 11; and wi ng nenbers 1

di sposed sheathaud twer laingivterditttad [absodiend NGiysixde portions of the body | A
Moreover, the top sheet 10 and the back sheet 11 are jointed to each other

around thedpbsar arip baygoidLihy ehdalop®Hecddhatiere atinghgbynbopiokm a
peri pheral joint portion le. As shown in,Fig. 2, adhesives 19 are applied

to the basheet mate@GaA04nlinef otiber bodie |F ehet stée%hery?géﬁkign&, and

adhesi ves 18 are applied to the backs of the w ng nenbers The sanitary

napkin 1 §e) at taaght , i ~32 _af rwear
%o-f ho shrn i i e QEOHCEIRG ot i B RO b tlpns o® 128 MR ION
ody | A ted 88 Pt i r r rtion 32 of the
undgrwea?gt;koé.@'lgﬂden, taﬁle' vg}%lwnbseé%‘%ﬁ%(%%ﬁadf nagc;}hg[}-tt\?ér%hgq '?%%b%%dy lAin
the X-dir { O e 0 e i . ext.ensigns .of the. t sheet 10
al ong then?é;e%églg'rhplgér't itgnisngggféggtﬁkg %%‘éﬂeléé\}@efé}: %S‘gg(s?%r%t fat™ tlﬁ‘ewé\f‘ﬁﬂ ﬁg‘ﬁber s 15

are retai %1& It]%équg{ 5 n}b?échb%lleh Oﬁglt;%sﬁi'éves 18. By thus providing the

W ng nenber Isp e to preve under wear edge portions from

bei ng bl otted sani t napki fromgoi ng out of position. As
chows inFig. bdrfrhlel e il RriRetl  "bhe Srherett ety « hoi
side portj . hetween the top sheet 10 and the _back sheet 11 by an adhesive
such as ?C%gisl-o%ﬁltto z’fnélgis\y’g.seﬁihguﬁ'gﬁl Egﬁi HAnUFacheres ERat| &% ntthegi ons,
that is, both .the joint width 21 in the X-direction between the back sheet
11 and tﬁé’"\ﬂ%%ﬂgﬁﬁ‘mﬁ%ng Fhe 1For piuGed Rrebthe wig Rembesteam bet ween
the top ?}Eet 10 and the wi ng nenber 15 are Ereferably at least 5 nmor
nore so FPReY A HPTREDEP Ulte hodvee thadi the rupreamdshesselent n or der
to enhance the joint strength (or the tearing strength) between the w ng
menber 15Patde REGBREIVAtId to fold the wing menber 15 easily fromthe
body | A al ong the edge ~r FED c004 12 portion 31 of the underwear,

‘mor eover, the ASptBa&deEr10a) s thesh g s¢mberara eniid bngee pxeferably t he
X-direction than the back sheet 11. Mre specifically, in the internediate
regi on ofixipdasbdp lthei nppedi face afrither Hacke sheethmateniaig andbet att ached
with the wing nenbers 15, the size of the top sheet 10 in the X-direction

i s prefertdisl yshede (8v) J atber wiman mbmberzamatfed il haakeshepsfddably t he
X-direction that the joint wwdth 22 in the X-direction between the top
sheet 10 samdiwtivhed agdmhetred betageheth@bgek shéet hgwed i Faad Bhet han the
joint wdth 21 in the X-direction between the back sheet 11 and-the w ng
menber l1%opHeheet Myediirtl .Strength (or the tearing strength) between the
body | A and the wi ng nmenber 15 can al so be enhanced by extendi ng the back

sheet 11 | ongentotha@rdp af Nenk BERSHLRR AR 1AF JhOPROEED dfectiiere the

back sheet 11 is made |iquid-inpermeable, however, e nols
per meabi aterdfail R¥e preferably jointed by an adhesive.

The process preferably further comprises: between the

step (d) and the step (e), the step of welding and jointing



wings drop if the back sheet 11 is extended outward in the X-direction. For
thi-s reason, the joint strength between the body | A and the wi ng nenber 15
is preferably enhanced by maki ng the extending wi dth size of thqh&%@ @?ﬁt
10 in the X-direction larger than that of the back sheet 11 and hd '”nz e
joint width between the top sheet 10 and the wi ng nmenber 15 so large. The
joint strength (or the tearing strengtdﬂ) bet ween the w ng nenber 15 and the
top sheet 10 is preferably 1,000 g(f) or nore. ~; ~Eu 2004 13

[ Measurenent 1] The tearing strength between the wi ng nenber 15 and the top
sheet 10 Y& wrmsihest inatewidbldohithe mimpmenbgwimttasisdml y, as shown
in Fig. 1, of the top sheet 10 and the w ng nenber 15 was nmanuf actured.
This assenbly is provided with neither the back sheet 11 nor the absorbent

| ayer 12. One chuck was used to hold the w dthw se outer portion of one

wi ng nmenber 15 than tBRIZFoDESEREPOIEN OF THEWDGhWIREs i.e. ( that porntion
of the wing nenber 15, which is not jointed to the top sheet 10 but exposed

of itself, and#ip at hera aoirlleasvierkhewivy G BBsbepdige gpdicas | ocated
on the upper side (or the Yl side), as seen in Fig. 1, of the top sheet 10.

Wien the thuddedr@lfliddwikd bRadiRlosNHeRE 6@‘3;Hé3&n%@?ﬁtioinoa Stgk'%ﬁ ed in
nber 15 g

the Y2-direction with the chuck holding the wing ne ein I xed, the

measur ed e (Bqwas e iPaty; Wigd was applied between the two chucks at
the instant when a tear occurred at the joint portion between the top sheet

10 and the W nge i el.ocity,of.the other
chuck in the Y- cfi?’ggﬁso%%% ﬂz}f’{lggapg‘?fﬁg’ %‘%&%ﬁg%}(’:%g\?glstQ%b%ﬁ S in the
t est piectgfn%?é . r h_gngi the joint, wwdth 22 in the
K-idi rection bet ﬁ%ﬁ%ﬁ%&&@e 10 ANt Jtrhel'tlvﬁ'ngl'msrrber 15 was uniformin
the Y-directior}.. n3th% Lloi nt rggi on_ of tt}ieae]'*oi nt. width 22_ _on the other

n

hand, the hot-rre]Td(' adAEs PVRAGEE A PTT ot H RS 1284 TR 3 ThF for m

1k r~~ zooofl A dils_tri buti on between the top sheet 10 and the wi ng nenber

15. If the tota area of the joint region of the joint wwdth 22 is set to 1

(or 100s), thegap%ied. area (or the substantial joint area) of the hot-nelt
3% it

adhesive in th IH§ AT gheveg She jghate 1 oWuheh stk t he
results of the measurenent which were nmade on the tearing strength for the
i ndi vi dudtPRERT N2 &S IRAG FIOWR ireFéar SilfeBOpRteAe] gmneEndpaveane: |
Fig. 5 is a top plan view showing another embodiment of
a wing member;
Fig. 6 is a top plan view showing still another embodiment
of the wing member;
) Fig. 7 is a process chart for explaining the state in
which a back sheet material and a wind member material are fed;
Fig. 8 is a process chart for explaining the 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



Joint Wdth Tearing Strength 5 nm 500 g 10 nm 700 .g 15 mm 1,200 g 20 mm
1,200 g Fromthese results, it is preferable that the joint wdth 22

bet ween the top sheet 10 and the wing nenber 15 is 15 mm or m)re.g'an gd]\e
joint assenbly of the body | A and the w ng nenber 15, however, !-tg ng
strength can be conpensated by the joint between the back sheet 11 and the
w ng nmenber 15. Therefore, the joint wdth 22 between the top sheet 10 and
the wing nmenber 15 is preferably 10 mmor nore. More preferably, the joint
width 22 js 15 mmor nore, Next, the wing nenbers 15 are preferably nade of
an air - pe¥h@gecadamse: wisht ape emodiverntesf they inyenbdéoonendi giktsn huni d
and stuffy in its inside when worn. The noisture perneability of the w ng
menber s 5ot coddiong & aecied ving- Bi0RQ8Fig~r 2Fi53a2b0utam psaprefewrabl y
10,000 g/nmz 24h or nore. On the other hand, the npisture perneability of
the top sitedeked fsonl tbephbatlerside, UF @0e gbed2ghivef atbécle shown
hot-nel t' adhesive is applied to the whole surface of the joint region of

the joi ntimifth 22 Weigweanishe paptsheebediondtakenhdengerbes by
however, the noisture perneability drops in the region where the w ng

menber 15 and oifertign sheshd 0i@ver lap.a Phanct9eq shbwifigPtRbesate to
adj ust .the adhesive applied area (i.e., the substantial joint area) in the

j ol nt rediPwhatht BRe] MHsbryt Hd 23 i HWRKSLm thisi Sjtf&}e]%;svﬁloaﬂe%en?%ar ea

i nfluences the joint strength (or the tearing streng et ween e body

| A and t hg, Winhgiersaagr, 15 Heltél)'o. ia.[ (I;/a,@,%?,ﬁ%%%a%] Hg%gt%ﬁ s?g*glfhgescri bed

in the foregoi ng Measurenent 1, e Jjoint ass Iy of op sheet

10 and t hg,ay & &WQ%EiJ:&eY‘@é hor a@@éﬂ@%@mn Ofy i gtﬁg‘ﬁ?%‘?l’l%?ee region

peymeabi l ity its relation to thée tearing strength in

 the j Qjsniolis : | oj - i dth 22 was, 15
the. | ovier ot Ay oFRerr el penfer LA B P RE B0 o Sinda Bher 1) °

://VI;:‘: gdt h%.r?%heics—id’iereMJne.d area (i.e., the substantial joint area) was

In the embodiment shown in Fig. 1, the absorptive article
of the invention is exemplified by a sanitary napkin 1. This
sanitary napkin 1 is made generally symmetric with respect to
a center line Ly extending in the Y-direction. The sanitary
napkin 1 is constructed, as also seen from the partial sectional
view of Fig. 3, to include: a body 1A having a liquid-permeable

T top sheet 10 directed toward the liquid receiving side, a
liquid-impermeable back sheet 11 directed foward the outer
side and an absorbent layer 12 sandwiched between the top sheet
10 and the back sheet 11; and wing members 15 disposed on the
two longitudinally extending side portions of the body 1A.
Moreover, the top sheet 10 and the back sheet 11 are jointed
to each other around the absorbent layer 12 by a hot-melt
adhesive thereby to form a peripheral joint portion 1le.

As shown in Fig. 2, adhesives 19 are applied to the back



Here, the calculating nethod of the ratio of the adhesive applied area to
the area of the joint region is equal to that described in the Measurenent
1. On the other hand, the neasurenent per se of the tearing streg_npgg il

al so identical y FE.3 2004 16 to that of the Measurenent 1. The
measurenment results are as follows (with the noisture perneability being
expressed by the unit of gl nZ24h). Adhered Area Ratio Miisture Perneability
Tearing Strength 5 g95, 000300 g10 ~9,6 0500 g20 g8, 0001, 000 g50 ~5, 0001, 200
gl100 $01,200 g Fromthese results, it can be said that the noisture

per meabi 19% Eheakedyal hraf ahabbanibhyg hapkihel adinesadbesppeseti8asea rati o
of 20 ~ or less. In such a case, however, since the tearing strength is

| over ed, dppliisdrtef erfebladimtos hchev mingrendiedd BRd titee tognbbteey 10 are
further jointed by a welding joint (e.g., the heat-sealing, high-frequency
nel ti ng araplitr 4sosi stvetitedg wRihed)nt, 0otenfancetdih@draiikin-3br8agik. |1 n the
enbodi nent shown in Fig. 1, a plurality of heat-sealed portions 16a and 16b
ext endi ngiiderwar<3di restgwmig Pieyisdedagtthd eriv@l Sthl dded PRGE t udi nal
direction so as to enhance the tearing strength without |owering the

Moi St ur e pPeniRabel bh¥kser MiEd Bduy N AR08 5 ihke bl BheM fhr 22acdt this
time, it is preferable that at | east one of the heatsealed portions (e. g.,

t he heat -s¥qh@depttihopSrifidh i Eifgthé)uﬁaéfﬁgér%fa&h%e,rtha%{ ge of

the joint- width 22 as the region where the w ng renber appears of

or ovi ded AT Y o s rithe BHbab A5 engBORG ER ] BB AT PR 8 o

o010 OO, el 498, LRRTBLE0SoheT g ESULTBELECD
mor e. along the edge portions 31 of the underwear 30 so that the wing
members 15 are retained on the underwear 30 by the adhesives
18. By thus providing the wing members 15, it is possible to
prevent the underwear edge portions from being blotted and the

sanitary napkin 1 from going out of position.
As shown in Fig. 3, the wing members 15 are sandwiched
and jointed at their side portions between the top sheet 10
and the back sheet 11 by an adhesive such as a hot-melt adhesive.
j The overlapping widths of the joint regions, 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 wing member 15 are preferably
at least 5 mm or more so that the wing member 15 may not easily

leave the body 1A.

In order to enhance the joint strength (or the tearing

strength) between the wing member 15 and the body 1A and to

fold the wing member 15 easily from the body 1A along the edge



Wth the heat-seal ed portions thus extending to the region where the w ng
mertber 15 appears of itself, there is obtained another effedf RE§ phfvent
the two | ongitudinally extending edge portions of the top sheet 10 (as

i ndi cated by 10e) from being peeled fromthe w ng nmenber 15. Were the
hot-nmelt adhesive for jointing the top sheet 10 and the wi ng nenber 15 is
applied to the area within the joint wdth 22, nore specifically, the edge
portions 10e of the top sheet 10 may stick to a manufacturing apparatus to
troubl e the manufacturing works if the adhesive is applied to the edge
portions BREHIR the ¥btlie ctrdaryeay, ROXRNeRr yCRASKOD tHkeet 0@ ist s
necessary to forma region having a considerable width fromthe edge

porti on 1Peefepreghitenereerdiionors putwppdiisdthek+directim thaa Ehige
portions 10e of the top sheet 10 can be prevented fromfloating fromthe

Wi ng menbRRck Bheet: he. afrarspecddddafdyt, - sedihed iptetrnedd atéaregilon 6b are-

formed. On the other hand, it is preferable for the sanitary napkin 1 to be
easi |y fodficthatbadys Mi dggimdinons akeatgrt hénedge pheteonsand 0d bae
underwear 30. If the rigidity val ue 4 F~.Q 2004 18 (as neasured by the
canti | eveatomtled voftt hel WEnglAbbeirs 15 tRgisane Wretaet BepWsREeENDEr S
15 the top sheet 10 and the back sheet 11 are jointed, that Is; the regions
of the joldtimittté RHiredtion 3si prededablhymdBeBbo1apBe? thaR that of the
joint portion between the top sheet 10 and the back sheet 11, that is, the

peripher adij®idt ¥ Hak lshedthd 1WiRTS ha! R-828kL¥ 158! 9 dary
lines is (as |located at the root e%d portions of %hg %ﬁgsa{:ng%b%?g{g&

bet ween tdheatiody lih and khéi%egiaﬁn@&ée%?hteﬂ{ ;c%qjt%&lete% Bendnfinend ng

frenber 15 nore easily along the boundary I's preferable to set

the rigi Gpfng w@hberofs s Per ia?%glal agcgﬂgwrggﬁtﬂgp bl3%%%?ﬁ‘§t i\(g%ﬁggp sheet

10 and the back sheet 11 are ndted) to I ever

ot hod ofy 4 HiS;hLORS sang e sddilieaabe RlokNs,Bar Lo rere t he

top sheet e6f 11 and the W ng Bd) close

to the quyr i ;s on the side of the wing nenber 15 to 50 to 150 mm
t If the ri dei(?df/ﬂé\}gliu%' of the portion close to the boundary line is on the

ide of the w mber 15 i, || han t he, af Nt i d | limt
(of 50 m) , tHSA G TS REFAEy TOITEht (Phe tHGr (HGH 19 « REXBBERAAr y | f ne

is but i asi | ol de th orti.on on the w dthw se outer_ side than the
boundar y%ﬁz Wée‘?rg tfhﬁsg%g¥ 3@%?9,8 15}%?’&“&#‘%‘&235 1h cagaliale eRhanedd wing
menber 15 is Lol ed ig_g‘ltﬂe #e i on where the dislocation gre\_/enti ng adhesive
18 i s appl¥ E§-“LBIPAR"G RRCK S bblengrs outwanpindde Fedsreehéondhesi ves
18 stick to each other with the result that the wing menber 15 is left in
the fol dddPdt atRep&PPc SRRt kO r ot HhREE the Heagk asheptipdl Het cmade t he
rigidity value exceeds the aforenentioned upper limt (of 150 nm) , the
vear er ofliHbldiiRerNeshlai honayeredihameipiusgl perserlil ity of the

wings drop if the back sheet 11 is extended outward in the

X-direction. For this reason, the joint strength between the

body 1A and the wing member 15 is preferably enhanced by making

the extending width size of the top sheet 10 in the X-direction

larger than that of the back sheet 11 and making the joint width

between the top sheet 10 and the wing member 15 so large.

The joint strength (or the tearing strength) between the

wing member 15 and the top sheet 10 is preferably 1,000 g(f)

Oor more.



Here, the rigidity value of the wng nmenber 15 is preferably 50 to 150 mm
in"MD (Machine Direction) and 30 to 100 nmin CD (Cross Direction). These
val ues reduce the rub on the skin and inprove the wearing feel. In tEgs
case, noreover, the portion (where the top sheet 10, the back shedt i 20k
the wing nenber 15 are lam nated) close to the boundary line is on the side
of the wing nenber 15 takes a preferahke rigidity value, too. Wth the
width in the X-direction being 50 mm on the other hand, the w ng nenber 15
is preferred to extend within a range of 5 to 20 nmin the sanme direction.
speci fi calfSASHRSAthgl henber 15 is preferred to have such an extensibility
that the strain when extended to the widthwise limt may be within a range
of 10 to 40 % The trarisggstuength hitvwasn the Womgvembeahd 5wand itesber 15
is preferred to have no or little extensibility. Wen the wi ng nenbers 15
are to betdwlsdeetd ovihwesd mesd uretdaiime ¢hen fohéowiaychapaeri oma 3ot t he
underwear 30 upon wearing of the sanitary napkin 1, the wi ng nenbers 15 can
be easi | yagsamblwed ashehewn if Hikey lhave tare expeséedt |1d wndnthBeydngli rection
to some extent. In order to allow the w ng 4 FED 2004 20 menbers 15 to be

fol ded easinbemns s et qeafiredn 32hikhessEibI¥i N9 pseeaad yhen entirety
of the wing nenbers 15 for the strain of 10 ~ is preferably 5 gf or nore

when t heyetirttheax il ashoiisitet Y11 hdheand dadrsRad negi0nsall over the
| ongi tudi nal area. The wi ng nenber 15 may have an extensibility not only in

its entirety blﬁneabﬁﬁcﬁxﬁbﬁsﬁyéaYt@thcﬁld“%%%s;ﬁgflghﬁﬁélei ﬁﬂﬁggoéofﬁfdw! e, Fig.

5 shows a wi ng nenber 15A in which an extensi regl o S provi ded

only on tdyeonied@ifl hdifdPUHRRY J'CHS_Abﬁererne@g}}éi%éﬁgggggaqutﬁi292 6 shows

a W ng nmenber 15B in which two extensi ons I "ar'e provi ded
t he sijde, of i ' ' f, d ti 15b.
Fere, i niacidr e tRierTan ol SRS hEndenlier 08, ke dlfef Sfd ) or
ot oty st SPRorof e aR0AE diodla Br HhBelfY ARE A o Bher i nd
-b i C, th [ 5 th [ 15 d 15
of ‘the wiis SIRCKS hIBEIhE 1880185 5 afe PRatEr ot S0E BRESERilbonded
f ' tially. On th h he wi nber 15 i
or of or rod o he BE R 1 2pa3etT i hibe: bt &F bheZot HeTtore- adtemi ng to
rs.15 are fixed on the outer side of the

the JIS-K;7105. T f .
ungermaF%chcFﬁglgﬁ?%gﬁgﬁrﬁ?QW%ﬁn iE GRemahest, Lhvasiwhleh Fig. 4.

Wth the .hi %pl I’a¥ é[ansm',ssiv_ity of 21
in the YZ-direction with the chuck holding the wing member 15

e}
—

being fixed, the measured value (g) was the load which was
applied between the two chucks at the instant when a tear
occurred at the joint portion between the top sheet 10 and the
wing member 15. In this case, the moving velocity of the other
chuck in the Y-direction relative to the 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 top sheet 10 and the
wing member 15 was uniform in the Y-direction. In the joint
region of the joint width 22, on the other hand, the hot-melt

adhesive was applied intermittently and in a uniform



the wi ng nmenbers 15, therefore, the color of the underwear 30 is seen
t hrough the wing nenbers 15 so that the worn sanitary napkin is hardly
recogni zed. \Were thew ng nenbers 15 are made of a nonwoven fabric, {%R
exanpl e, this nonwoven fabric is preferably made of an undul | ed §haetd
containing no plasticizes such as titanium Alternatively,for exanple,the
w ng nenbers 15 may be nmade of a trangparent film The w ng nenbers 15 can
be made of a nonwoven fabric or a film for exanple. Preferred is a thermal
bonded nonwoven fabric of polypropylene. Mre preferred is a | am nation of
a spun- bohrder iHsHviare hetabencthe tagp tshsedwi Onandoien wiag tembad 5.
spun-bonded nonwoven fabric. The top sheet 10 can be nade of hydrophobic
fibers subf édteedatmla arger ofhithiec joiaat megtionhgdr opéi jotnti bedshor2 t he

| i ke, such as point-bonded, air-through, spun-bonded or spun-lace nonwoven
fabric. Als evelatiovdl yort heosgp sheenpplisayabeaf poreBhdyshBytagecBaTushi on

| ayer of bul ky nonwoven fabric over the above-specified nonwoven fabric.
The back jhiast ales)s ofatie! hetime Pnaineable Buthai anﬁtnﬁaeisn%@ resin
sheet of polyolefins, for exanple. Alternatively, the back Sheet 11 may be
made of a senwswesD faapric and a waterproof film sandw ched between the
nonwoven fabric and the absorbent |ayer 12. The absorbent |ayer 12 is made

of an absorbentgdy 8¢k Hnunts-LRIPhe &0 Vs ' weh philic
fi bers such 4 FCC 2004m122 as those of rgyé/sor?? %%%El%%%gr tegiftl‘%%l?

| veri . ' I i ' i .
hator - ababy honRasn end ey iRa e g epp i 1 B oRa R P ieces o ed
by envel qpj hes Jfglv(%[e zse_& li@l q{he% E]%irﬂﬁ(wcﬁgm()f 2t_he pul veri zed pul p and
bsor bent "poly 42

¢ he highly water-a ner w an absorbent” 'sheet such as tissues.
Next, a process f mgnuf.acturing the sanitary napkin sho in Fig. 1

w Il be descri bedqvajtnh wé@g:lhence to Figs. 7 t%egrgf—‘lgr §%r8]nggg11, W ng nenber
materials 15C of a regt gul ar shape are jointed tq___f(m]e two side portions
of a band-shaped back™sheet material 11A being cont dlusly fed, as shown
in Fig. 7. These w ng nber materials 15C are cut 'f'q"\@y from a band- shaped
material and are fed at htervals in the MD so that & are bonded to the
back sheet nmateri al by a hot-nelt adhesive. Next, as shown in Fig. 8,

t he absor bent Iayersjlg“gﬂye intermttently fed, eaﬁ'k?%q %hich is placed on
t he back sheet mat erig)l 11A and between the w ng nber materials 15C and
15C. At this time, tH® B%k sheet material 11A and- t4 dhsorbent |ayer 12
are jointed by hot:melt adhesive ar the_like., A ternpatively, the w ng
nenber mat er i alﬁgr%%’ﬁﬁ‘fz rﬁ?%ér%’d %ng?ﬁ%}éﬁettJ‘atthEﬁﬁa?&é Bidthat eri al
11A afterétlgiabsor nt 1:Iﬁ:g)%/er 12 was fed onto the back sheet nmaterial 11A
After thi% FLEFY &hegt 1§aand EhRt WADGULPRPEEJLS 3SFED BB04 23 so

t hat the absorbent Ia¥er 12 is sandwi ched between the back
or more. In the joint assembly of the body 1A and the wing

=

member 15, however, 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 preferably,
the joint width 22 is 15 mm or more.

Next, the wing members 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. The moisture

permeability of the wing members 15 according to the J18-2Z-0208



sheet material 11A and the top sheet material 10A. At this tinme, the top
sheet material =l OA and the back sheet material 11A are adhered to each

ot her at the periphery of the absorbent |ayer 12 by a hot-rﬂel&E&dﬂﬂé\sive
whi ch has been applied in advance to the back sheet material 11A. Also, the
top sheet material 10A and the wi ng nenber materials 15C are adhered to
each other by a hot-nelt adhesive. As ghown in Fig. 9, noreover, the

peri pheral portion of the absorbent Iéyer 12 is heat-sealed by a first roll
40 so that the top sheet naterial 10A and the back sheet material 11A are
jointed ats prefpyabpyel§y, ®90 e’ adsidr bemotay eonl 2hemtesrrhkhd , pelié pher al
joint portion le. Sinmultaneously with this, the heat-seal ed portions 16a
~and 16b ELFHIRedpeameaaid ljidgiynofpbhei top dsteted® tisealsp sheféraplerial | 0A .
and the wing nenber materials 15C. By a second roll 41, thereafter, the’
unmecessarly, (I tg/efls He, r afovid Robym@ltrddRed i Orid hpplgeht La% @t hod )
The sanitary napkin 1 thus cut is folded at its wing neitbers 15 toward the
back shesthadre tapfabestf sihdejo it thigtidn 88, tHd§oli abdinB s LePheRRede Si NPl Yy
advanced if the wing nenbers 15 are nade easily fol dabl e al ong the boundary

lines | s, tirstdpsshesed hana thehoity mAnbBeUDR, NMIwsSRAWN hBDLE DY Ehret NE
sanitary napkin 1 is folded in three or four and are individually packaged.

4 ~~~ 2aGferifedhyi 1118y BIrOPRSSntHMs A i&ﬁ%bk@%et%ﬁmwgrén&an be

attached sinply and reliably to the 'body | A. According to this manufacture

met hod oftﬁgletéq;vgﬂéégniooglvggga t hepphang,Lhe ip_ﬁ(raité'cgg%e Oé)r%iﬁlgi gposed are

less (wth little trimnmng | oss t han those 6f "t e prior art
i n whi ch 48 d10Rhehggh g4 i nded, ou the widt hw se
é_d'i)gr ection to form tﬁe Wi ngs, I%aEL"LaJTé%} g‘,&glgngﬁh?'ch eg?lg%%gﬂgé‘favlmr%?ﬁ al is
‘ext ended a izdt.h.c i ni . W _NQgs. e unnecessary. portions
are cut oa%%ankérﬁe&%mﬂgtlggs%?%ﬁ@é)r}gir:{ulggloe“ﬁ:g‘\'ﬁ'ﬁggt%#;‘ mﬁﬁa’eﬁgﬁbeﬁglgf t he
i nventio I ipted tq the sanitary.napkin th far described
but can b%e applv%egl%h)oﬂgeéinﬁrpeeal ilggﬁélfanﬁﬁsnghﬁaaélf}% ?hEePBEE. (RbrERSer, the
entire s Qf the absorpiive article | itably nodified according to
its usi ng:%%&-rlgl gt gﬁ‘gt%ﬁlé %?ﬁ‘é?eﬂawbe, ?ﬂ‘iﬁ’ j{%‘s?ﬂ’ iR NG BeEbeinlbe
provided on its two side portions with transverse | eakage preventing
barrier curf's (or side gathers), as called so. In the absorptive article of
t he inver@l on, as has been described hereinbefore, the wing menbers wl |l
not easi I} SSHEFBMA D2k he body. Moreover, the wing members can be reliably
jointed to the body while retaining the noisture permeability and the air
permeabi | ity. Byusaj tBei SRR desgrdibedein dihe forpggynanticaserement menber s,
nor eover the wi ng nenbers can be easily folded at the side portions of the
‘body. Thils da$y  f &G Agirbkasserbiysyf tthewtap sheeibddr pndveharvinge and to
4- fu 2QQ4 zs _
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 joint width 22 was set at 15
mm (i.e., the lower limit of the preferable range obtained by
the Measurement 1) while the adhesive applied area (i.e., the
substantial joint area) was varied.

Here, the calculating method of the ratio of the adhesive
applied area to the area of the joint region is equal to that
described in the Measurement 1. On the other hand, the

measurement per se of the tearing strength is also identical



fold the sanme while being manufactured. According to the process for

manuf acturing the absorptive article of the invention, on the other hand;v
the portions to be disposed during the manufacture process can be r‘eﬁéjcﬁﬂl}
and the absorptive article can be easily manufactured, so that the
productivity can be enhanced. Here, conprises/conprising” when used in this
specification is taken to specify the18resence of stated features,

i ntegers, steps or conponents but does not preclude the presence or
addition of one or nore other features , integers , steps, conponents or
groups t he? ddtat A% HhgyMeasyramendxdnpl ary enbodi nents have been shown and
described, the invention is not limted to the enbodi nrents shown.

Theref ore, the Bisopeashrehent mesullitsnares asnfelided (wibk dhamd bdtsobel y by
the scope of the clains that follow 4 ~EQ 204 WHAT IS CLAIMED I'S: 1. An
absor pt | vieerandalei lei oo ey rgiprediely By ddhelivigi@ Ji Qind--PELRpabl e top
sheet, a back sheet and an absorbent |ayer sandw ched between said top
sheet andadhaeredakkes et io amb WG < eI HHISRIS €Ge@R 1hWO sErdagRer ti ons
of said body and extending outwards in a wi dthw se direction fromsaid
body, wherein saisdswi ng menbers are poipped to the two sigig pé)rti ons of
sai d body while being sandw ched between said top sheet and said back
sheet, and whereim st an internedi ate reg on, to which sajghwng nenbers
are attached, of said body, said top sheet has a |larger w dth’size than
that of said backgsheet so that the jigig regi ons betweep @@('?]dgtop sheet
and said wi ng nenbers has a | arger width size than that of the j oi nt

regi ons between sgigl back sheet and i i ng menbers. 2, bsorptive
@r-ﬁti cle as set forth in daima1l, V\he?gidril)dl/omoth the width 18122(5;?05? j oi nt
Fegions between19adi & top sheet and sai ¢ wing nenbers andj tjwp width size of
joint regions between said back sheet and said w ng nenbers are at |least 5
mm 3. The absahpii wheard irddsmlas seit foird tbd nsddi that WMERbIsS@-d W ng
menbers have a noisture perneability of no | ess than 10,000 g/ nZ accordi ng

to JI S Z¢Eibability takes a preferable value for the adhesive applied
area ratio of 20 % or less. In such a case, however, since
the tearing strength is lowered, it is preferable that the wing
member 15 and the top sheet 10 are further jointed by a weldingl
joint (e.g., the heat-sealing, high-frequency melting or
ultrasonic welding method) to enhance the joint strength.
In the embodiment shown in Fig. 1, a plurality of
heat-sealed portions 16a 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 in 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 as the

region where the wing member 15 appears of itself. With these



~ FED ~~64 27 4. The absorptive article as set forth in Caim3, wherein
h size of said joint regions between said top sheet and said w ng
is at least 10 mm wherein when the area of said joint
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bet ween said top sheet and said wing nmenbers is assuned to be
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bstantial joint area in said joint regions between said top sheet
wing menbers by an adhesive i$ at nmost 0.2 (or 20 ~), and wherein
said top sheet and said wing nenbers are partially welded and jointed. 5.
rptive article as set forth in Claim4, wherein a plurality of
ngﬁ%Tﬁﬁae]cPdePFFéﬁgséﬁ@ and dibdncle 1 pg PR viAdedhwi s d sapeseibla and

at intervals in the |longitudinal direction such that at |east one
wel ded anlP [IBPFCYE BBE VK ke peTmeabrildiyowibhin trlegirens oneofictire sai d t op
d said wing nenbers to regions of only said w ng nmenbers. 6. The
absor pt i VB iwidtm22sendf sot-holld Chei tedrinbeserangtle bégveen ytival-ue of

I n which said wing nenbers, said top sheet and said back sheet are
jointed tsyesheet K amddthy wing nembentid aves Ieridlodfist lLaagerl pyo@t | east

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 by
10e) from being peeled from the wing member 15. Where the
hot-melt adhesive for jointing the top sheet 10 and the wing
member 15 is applied to the area within the joint width 22,
more specifically, the edge portions 10e of the top sheet 10
may stick to a manufacturing apparatus to trouble the
manufacturing works if the adhesive is applied to the edge
portions 1l0e of the top sheet 10. In an ordinary case,
therefore, it is necessary to form a region having a
considerable width from the edge portion 10e, to which no
adhesive is appiied. In this case, the edge portions 10e of
the top sheet 10 can be prevented from floating from the wing
member 15 if the aforementioned heat-sealed portions 16a and
16b are formed.

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

edge portions 31 of the underwear 30. If the rigidity value



nm than that of a joint portion, in which said top sheet and ~ F~a z~a4
28 'sai d back sheet are jointed to each other w thout sandwi
menbers, : _
set forth in Caim6, wherein the rigidity value of said w ng nenbers
according to the cantilever nethod is 50 to 150 mmin the MD and 30

mmin the CD.

i |
according to the cantilever nmethod. 7. The absorpt ﬁ\/gtgr?@g

d w ng
| e as

to 100

8. The absorptive artigge as set forth in daim1, wherein

said wing nenbers have an extensibility in said wi dthw se direction so that

at

| east

the shrin isg?ﬂforce of said vvina%rrenbers as a whole for a strain of

SRTUL eGPy T Ganetpererapethed ofr khe &XF dld86 ) ansthel

w dt hwi se directigon all over the area of the |ongitudinal direction.

absor pt i V&E&EE

10 ~ is
9. The

where e fging, mepbersi A5z, thgetepnshapt W ngndretiber s have
an extensibility in said widthw se direction so that the strain when

ext ended RaFk whiaqtildsarg daiatefdivhatelsl tdet regionswoththeajoimge of 10
to 40 g. 10. The absorptive article as set forth in aiml, wherein said

wi ng mentekdtihddeia Ty al3d deylargesnby <i0/immyoofnate [tdeat tAAt~oaces ding to
t he JI S-K-7105.

AN

joint 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 1s (as located at the root end
portions of the wing 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 the rigidity value of the porf;ion
(where the top sheet 10, the back sheet 11 and the wing member
15 are laminated) close to the boundary line 1s on the side
of the wing member 15 to 50 to 150 mm.

If therigidity 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 50 mm), the wing 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 that the
wing member 15 is folded in the region where the dislocation

preventing adhesive 18 is applied, so that the folded portions



4 Fey 2004 29 11. A process for manufacturing an absorptive article

i ncluding: a body including a liquid-permeable top sheet, a back sheet and
an absorbent |ayer sandw ched between said top sheet and said back sheet;
and wi ng nmenbers di sposed on two side portions of said body and ekﬁ'éﬁjimli
outwards in the widthw se direction fromsaid body, conprising: (a) a step
of jointing wing nmenber materials to tyo sides of a back sheet material;
(b) a step of placing an absorbent |ayer on said back sheet material before
or after said ste a); (c) a step of sandw ching said absorbent |ayer and
sai d wi ngoﬁétﬂ{?ela driesl 48pEEheENtA eaph SHAWr watdy thie xaaudhi thatck sheet
material by feeding said top sheet material over said absorbent |ayer; (d)
a step of *PRivkNhgesdiar d8pishbeftnir drhelfcdied sitatieabktshepnoteberial on
the outer side of said absorbent |ayer, and jointing said wi ng nenber

mat er i al STRSERRY toptiRedilatatahape; afierée) ifi sthep wigidity ngabhé
unnecessary portions of said back sheet nmaterial, said top sheet materi al
and sai d s¥erpdeiber afloremént soned uppeuf Admit o o 18bsat pf ithe weaiete
wherein said wing nenbers are jointed to the two side portions of said body
whi | e beiofy e dvarchisar beaiapein iyl tafl shastysithisai ikdyatde sheet, and
wherein at an internediate region, to which said wi ng nenbers are attached,

of said body, gmirktophehedgidasy Wik FEP thed Rihgr fempWdily sige than
that of said back sheet so that the joint regions between said top sheet

and sai d pregerasbersy kas 150 angeh Wpdihashiget BaRebBabngf ahie3boLEt
regi ons between said back sheet arrlld sait(davm' ngemenbgrs. ilg.aillﬁe ag{égrpti ve

articl e npoWi@Ety cBY (BreS8SHiAScEEbn | OF ithddt FaAidBel bealher %}.B fipsaid
step (d), said back sheet material and sald top sheet material "are jointed

A e e R MBI R LR VEREL ) DA CRRRRS 5o
(?) A SSfedfetliid'Bortion (where the top sheet 10, the back sheet
11 and the wing member 15 are laminated) close to the boundary
line ls on the side of the wing member 15 takes a preferable
rigidity value, too.
With the width in the X-direction being 50 mm, on the
other hand, the wing member 15 is preferred to extend within
a range of 5 to 20 mm in the same direction. Specifically,
the wing member 15 is preferred to have such an extensibility
th;t the strain when extended to the widthwise limit may be
within a range of 10 to 40 %. In the longitudinal direction,
hbwever, the wing member 15 is preferred to have no or little
extensibility. When the wing members 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. In order to allow the wing



and jointing said top sheet material and said w ng nenber naterL?Is. 14. An
S ' ' I si ng: I ncl udi a |iquid-perneable
abSorptive article conprising: a body including q p %iéﬁﬁiﬂm#

sheet, a back sheet and an absorbent |ayer sandw ched between sai
sheet and said back sheet; and wi ng nenbers extending outwards in a

wi dt hwi se direction fromsaid body,

sheet extend beyond the periphery of ggid absorbent | ayer to have a

peri pheral joint portion in which sai

FED 2DD4

j ointed t%%ﬁ{her wi t hout havin% t he, wi ng nenbers therebetween, and

pr ot r udi
correspo

sandwi ched between said top sheet and said back sheet.

st lextenheoteide

Eg}porpions, and wherein each wing nenber is jointed to

wherein said top sheet and said back

top sheet and said back sheet are

31 ~

seasllnonitdienwirokcli pestion 88, hthe two

Hakdme éprerect idieppatiagtyge bdohe wingonembéus Hddfomhthe bei ng

| 5. The absorptive

article &rmdm pErkh3iis prgiferablywharfeon it whee vhey lars extefdedi nt -

regi ons

PN

bet ween sai d
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 extensible regions 15s and 15r are provided
on the side of the boundary line ls and on the side of an end
portion 15b.

Here, in order td make the wing member 15 extensible
either entirely or partially (e.g., at the region 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



top sheet and said wing menbers and the width size of joint regions between
sai'd back sheet and said wing menbers are at least 5 nm 16. The absorptive
article as set forth in Claim15, wherein at an internediate regi EFF%E@UQ
which said wing menbers are attached, of said body, said top sheet has
| arger width size than that of said back sheet so that the joint regions
bet ween said top sheet and said w ng g?nbers has a larger width size than
that of the joint regions between said back sheet and said w ng nenbers.
17. The sorptive article as set forth in Caim116, wherein said w ng
member s ﬁgyé A RSPEPES pet nédisnafor <ot the seker iarheouoderyear 3 cor di ng
to JIS-Z-0208. 18. The absorptive article as set forth in Cla|n117, 32 c,
~~. ~ z~a/ &S RhTRBIR Hee vwwinge nembexisdlp s mithadyitheswbehweemi sairy t op
sheet and said wing nenbers is at |east 10 nm wherein when the area of
sai d j oi MaRk oifs resgign itzeyl .s h¥berantheavingi mgnbenbet 5 ase assuned
to be 1 (or 100 g ) , the substantial joint area in said joint regions
bet ween dSedde tofp asherwouan Eabdioy niprmesdaaipd )y thdsafbawbveni sagtidost 0. 2
(or 20 ~), and wherein said top sheet and said wing nenbers are partially
wel ded anik j piretfedably. e algor phi iendilied e sheetet chbathiniAgC @b m 18,
wherein a plurality of welded and jointed portions are

plasticizer such as titanium. Alternatively, for example, the

wing members 15 may be made of a transparent film.

The wing members 15 can be made of a nonwoven fabric or

i

a film, for example. Preferred is a thermal bonded nonwoven
fabric of polypropylene. More preferred is a lamination of
a spun-bonded nonwoven fabric, a melt blown nonwoven fabric
and a spun-bonded nonwoven fabric.

The top sheet 10 can be made of hydrophobic fibers
subjected to a hydrophilic treatment, hydrophilic fibers or
the like, such as point-bonded, air-through, spun-bonded or
spun-lace nonwoven fabric. Alternatively, the top sheet 10

T may be formed by laying a cushion layer of bulky nonwoven fabric
over the above-specified nonwoven fabric.

The back sheet 11 is made 1liquid-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 layer 12.

The absorbent layer 12 is made of an absorbent material,

as exemplified by: a fibrous web of hydrophilic fibers such



extended in the widthw se direction and provided at intervals in the

| ongi tudi nal direction such that at | east one wel ded and jointed portion
extends fromsaid joint regions between said top sheet and said \i\{IFE 4
menbers to regions of only said wing nenbers. 20. The absorptiveta BCZ@ as
set forth in Caim14, wherein the rigidity value of regions, in which said
W ng nmenbers, said top sheet and sai d,hack sheet are jointed together,
according to the cantilever nmethod is larger by at |east 20 nmthan that of
a joint portion, in which said top sheet and said back sheet are jointed to
each ot het® ihassuL s 4aHR e heplteai @r ihey likesepylvardeedi pylpp vhe

cantil ever_ method. 33 ~ ~~8 204 21. The absorptive article as set forth
in dai mBgtugeer efn pwieatigiadl t puipl wadof a s hildghliyn grateeealss arctsentdi ng t o
the cantil ever nethod is 50 to 150 mmin the MD and 30 to 100 nmin the CD.
22. The dbslgmmsy.veldteirobtigelyet ther ahsonbéhei matdrisbeleiprasdcbdi ng
menbers have an extensibility in said Zf wdthw se direction so that the
shri nki ng¥f ceneedbbpiagd thienpulbrfeifedspalpholre i AigtapenNod kS is at
| east 5 gf when said wing nenbers are uniformly extended in said w dt hw se
di rect i opubenivasd il priaed ehet Regh0poihtdi-Dabsdipeft i 9oL ymar Jigh
absorptive article as set forth in Caim14, wherein said W ng nenbers have

an extensihidbdorbentSaiHbed HdvM 8 diGldLon so that the strain when
extended to the limts in said wdthwi se direction is within a range of 10

to 40 ~. Next, a process for manufacturing the sanitary napkin

1 shown in Fig. 1 will be described with reference to Figs.

o

7 to 9.

First of all, wing member materials 15C of a rectangular
shape are jointed to the two side portions of a band~shaped
back sheet material 11A being continuously fed, as shown in
Fig. 7. These wing member materials 15C are cut away from a
band-shaped material and are fed at intervals 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
intermittently fed, each of which is placed on the back sheet
material 11A and between the wing member materials 15C and 15C.
At this time, the 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



24. The absorptive article as set forth in Caim1l4, wherein said w ng
meitbers have a total-ray transmssivity of at |east 20 ~ according to the
JI S-K-7105. 25. A process for nmanufacturing an absorptive article FER 9

i ncluding: a body including a liquid-perneable top sheet, a 34 éL IEEL 5%4
back sheet and an absorbent |ayer sandw ched between said top sheet and
said back sheet; and wi ng nenbers extgnding outwards in a w dthw se
direction fromsaid body, conprising: ?a) a step of jointing wi ng nenber
materials to two sides of a back sheet material; (b) a step of placing an
absor bentS9 &Pet bheahsPihent dRyar hat &8 isandeidied betaresr thaikackep (a);
,,-, (c) a step of sandw ching said absorbent |ayer and said wing i _)
nember neth@gtamatpnigded 12 Bae Sheetopashers materdaild1ack Abeshismteri al
by feeding said top sheet material over said absorbent |ayer; (d) a step of
~“F oi nti ng Sdey the theeshaat drnaterball K3 diishdhesheck sheetimdteamidhe outer.
side of said absorbent |ayer, and jointing said w ng nenber materials to
sai d t op Hifesremudlmiad toaeacli @thersteriaf pentiphagyaif thenssessigent porti ons
of said back | sheet material, said top sheet material and said w ng nenber
- materi al slaytexr nEhubyca uhetamehbsadhesyeeawhiiehe hafsenridh sgppliliqp sheet and
sai d back sheet extend beyond the periphery of said absorbent |ayer to have
a peri pherdtanos o poet baoki shubt alatér thl opshegl sandeaai opaghesheet are
jointed together w thout having the wi ng nenbers therebetween, and further
extend owlasrtiall Nohhend €W isR Acheel RRtLP: ABY & §0VQ iy QHBHQF&%&O”' ons,
and wherein each wing nenber is jointed to corresponding one of the two
Protrudi ReAOIIHHIS By SHARRAE adiRsive.” 00~

£y

}

-

As shown in Fig. 9, moreover, the peripheral portion of
the absorbent layer 12 is 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 joint portion le. Simultaneously with
this, the heat-sealed portions 16a and 16b are formed at the
joint portions between the top sheet 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 simply advanced if the wing members 15 are
made easily foldable along the boundary lines 1s, as described
hereinbefore. Although not shown, moreover, the sanitary
napkin 1 is folded in three or four and are individually

packaged.



whil e being sandw ched between said top sheet and said back sheet. 26. The
absorptive article manufacturing process as set forth in Caim13, wherein
at said step (d), said back sheet naterial and_sald top sheet_nat@rgg% @ﬁ@
jointed by an adhesive. 27. The absorptive article manufacturing pr T ssds
set forth in Claim 14, further conprising: between said step (d) and said
step (e), a step of welding and jointigg said top sheet material and said
Wi ng nmenber materials. it FED 2004 ABSTRACT OF THE DI SCLOSURE Titl e of
the Invention: Absorptive Article Having Wng Menbers, and Process for
Manuf act uri ng tHe tB&BTIREFE tRu%ifed] desgrihedhshetvwing membelrs canl udi ng:
a body including a |iquid-pernmeable top sheet, a back sheet aqd an
absor bentP¢ Afdrachadifilepdy ded washialily ttopthheeedurit + hacbarkishees; and
wi ng menbers di sposed on two side portions of the body and extending
out war ds Fnis Feany fraiwirse ndithedt pénthe oimvéret tmdy ol thenvbperehbeds are
jointed to the two side portions of the body while being sandw ched between
the top Sﬁ@%poahdonhdxbheHiﬂpﬂyedare1ess(withlittletrimmingloss)
than those of the case of the prior art in which the top sheet
material is extended outwards of the widthwise direction to
form the wings, that is, in which the top sheet material 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 according to its using purpose.
On the other hand, the absorptive article can be provided on
its two side portions with transverse leakage preventing
I barrier cuffs (or side gathers), as called so.
In the absorptive article of the invention, as has been
described hereinbefore, the wing members 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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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 a widthwise direction from said body,

wherein said wing members are jointed to the two side

A

) portions of said body while being sandwiched between said top
sheet and said back sheet, and

wherein at an intermediate regibn, to which said wing

members are attached, of said body, said top sheet has a larger

width size than that of said back sheet so that the joint regions

between said top sheet and said wing members has a larger width

size than that of the joint regions between said back sheet

and said wing members.

¢ 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 said wing members have a moisture permeability

of no less than 10,000 g/m’ according to JIS-Z-0208.
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4. The absorptive article as set forth in Claim 3,
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

i,

top sheet and said wing members by an adhesive is at most 0.2
(or 20 %), and
wherein said top sheet and said wing members are

partially welded and jointed.

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

LT
—_—

and jointed portion extends from said joint regions between
said top sheet and said wing members to regions of only said

wing members.

6. The absorptive article as set forth in Claim 1,
wherein the rigidity value of regions, in which said wing

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

according to the cantilever method is larger by at least 20

mm than that of a joint portion, in which said top sheet and
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7. The absorptive article as set forth in Claim 6,
whereintherigidityvalueofsaidwingnmmbersaccording
to the cantilever method is 50 to 150 mm in the MD and 30 to

100 mm in the CD.

A
[

8. The absorptive article as set forth in Claim 1,
wherein said wing members have an extensibility in said
widthwise direction so that the shrinking force 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.

9. 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

40 %.

10. The absorptive article as set forth in Claim 1,
wherein said wing members have a total~ray

transmissivity of at least 20 % according to the JIS-K-7105.
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11, 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, comprising:
(a) a step of jointing wing member materials to two sides
{”) of a back sheet material;
| {b) a step of placing an absorbent layer on said back sheet
material before or after said step (a);
(@) a step of sandwiching said absorbent layer and said wing
member materials 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 said top sheet material and said back
sheet material on the outer side of said absorbent layer, and
jointing said wing member materials to said top sheet material;
and
(e) a step of cutting off unnecessary portions of said back
sheet material, said top sheet mqterial and said wing member
materials, to manufacture an absorptive article 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, and wherein at an intermediate region, to which said

wing members are attached, of said body, said top sheet has
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a larger width size than that of said back sheet so that the
joint regions between said top sheet and said wing members has
a larger width size than that of the joint regions between said

back sheet and said wing members.

12. The absorptive article manufacturing process as set
forth in Claim 11,
wherein at said step (d), said back sheet material and

said top sheet material are jointed by an adhesive.

13. The absorptive article manufacturing process as set
forth in Claim 12, further comprising:

between said step (d) and said step (e), a step of welding
and jointing said top sheet material and said wing member

materials.

14. 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 extending outwards in
a widthwise direction ffom said body,

wherein said top sheet and said back sheet extend beyond
the periphery of said absorbent layer to have a peripheral joint
portion in which said top sheet and said back sheet are jointed

together without having the wing members therebetween, and

R
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protruding portions, and
wherein each wing member is jointed to corresponding one
of the two protruding portions of said body while being

sandwiched between said top sheet and said back sheet.

i5. The absorptive article as set forth in Claim 14,

wherein both the width size of joint regions between said

PN

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.

16. The absorptive article as set forth in Claim 15,
wherein at an intermediate region, to which said wing
members are attached, of said body, said top sheet has a larger

widthsizethanthatofsaidbacksheetsothatthejointregions

—

between said top sheet and said wing members has a larger width
size than that of the joint regions between said back sheet

and said wing members.
17. The absorptive article as set forth in Claim 16,
wherein said wing members have a moisture permeability

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

18. The absorptive article as set forth in Claim 17,
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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 members by an adhesive is at most 0.2

(or 20 %), and

P wherein said top sheet and said wing members are

partially welded and jointed.

19. The absorptive article as set forth in Claim 18,
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 regions between
said top sheet and said wing members to regions of only said

A wing members.

20. The absorptive article as set forth in Claim 14,
wherein the rigidity value of regions, in which said wing
members,saidtopsheetandsaidbacksheetarejointedtogether,
~according to the cantilever method is larger 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.
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100 mm in the CD.

22, The absorptive article as set forth in Claim 14,
wherein said wing members have an extensibility in said
widthwise direction so that the shrinking force 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.

23. The absorptive article as set forth in Claim 14,
wherein said wing members have an extensibility in said
widthwise direction so that the strain when extended to the
f;} limits in said widthwise direction is within a range of 10 to

40 .

24. The absorptive article as set forth in Claim 14,
wherein said wing members have a total~ray

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

25. A process for manufacturing an absorptive article

including: a body including a liquid-permeable top sheet, a
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f10°/$& Omemt?eﬂ’%@ﬁ%zg:zals between a top sheet material and said back
sheet material by feeding said top sheet material over said
absorbent layer;
(a) a step of jointing said top sheet material and said back
sheet material on the outer side of said absorbent layer, and
jointing said wing member materials to said top sheet material;
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 wherein said
top sheet and said back sheet extend beyond the periphery of
said absorbent layer to have a peripheral joint portion inwhich
said top sheet and said back sheet are jointed together without
having the wing members therebetween, and further extend
outwards in the widthwise direction to have two protruding
portions, and wherein each wing member is jointed to

corresponding one of the two protruding portions of said body
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wherein at said step (d), said back sheet material and

said top sheet material are jointed by an adhesive.

£,
-

27. The absorptive article manufacturing process as set
forth in Claim 14, further comprising:
between said step (d) and said step (e), a step of welding

and jointing said top sheet material and said wing member

materials.
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ABSTRACT OF THE DISCLOSURE

Title of the Invention: Absorptive Article Having Wing Members,

and Process for Manufacturing the Same

There is disclosed 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 members disposed on two side portions of
the body and extending outwards in the widthwise direction from
the body. The wingmembers are jointed to the two side portions

of the body while being sandwiched between the top sheet and

the back sheet. -

FIGURE 3
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