; H JKe3eEBRb@VvT eYCF- 029 | NTERLABI AL PRODUCT HAVI NG FORM FOR FI NGER
SECUREMENT, AND | NDI VI DUAL PACKAGE Background of the Inventi OWJIQ-%B@ cal
Field The present invention relates to an interlabial product and an

i ndi vi dual wr appi ng body provided with a formfor ensuring finger

I nsertion, and a manufacturing nethod thereof. Background

concent ol Ty, Sty nap . and o rammon e cood SABNANHE, .

femal e sanitary product. Here, there have been great effo

| eak of menstrual blood froma g&HPEGIHEATHONpoor adhesi on ned®isthe ostium
vagi nae as for the sanitary napkin. Mreover, as for the tanpon, there have
been great ENTERLABIAL RRODUGTHAVING EDRM FORiFINGERI SECUREMENT, Wwhen t he
sanitary product is put on and for lowering the difficulty in insertion of
t he product due to the naturANE INDIYIDUAMIRACKAGEr such situation, an

I nterlabial product has attracted people as a sanitary product positioned
bet ween the sanitary napkin and the tanpon in recent years. The interl abi al
product is fixed by inserting it between the | abia, having characteristics
that it is difficult to causdadkgrdurmkofdtheieveritional bl ood because of higher
adhesion to the body than that of the sanitary napkin and psychol ogi cal
resi stance thereof on wearing is [TeskmnicAl®ield hat of the tanpon which is
inserted into the vagina. Mdrreover, it is sanitary and cl ean because the

range of the Th¥@reSarst invetionm rélatessioi an siteHabiaivprdduce asdramindigasl i s
smal|l as conpared with the sanitary napkin which is used by attaching to an

under wear wrappingebodgi proeidede withodudoms i fop ensuring ifinger liadertibn papduat i s
smal l er than that of the sanitary napkin, a feeling of wearing is not
det er i or aneahufactaring Imyethod théreot confortabl e. However, conpared with the
sanitary napkin, the interlabial product has

Background Art

Conventionally, a sanitary napkin and a tampon are used generally as a
female sanitary product. Here, there have been great efforts to prevent the leak
of menstrual blood from a gap caused by poor adhesion near the ostium
vaginae as for the sanitary napkin. Moreover, as for the tampon, there have
been great _efforts for relieving a foreign feeling and discomfort when the
sanitary product is put on and for lowering the difficulty in insertion of the
product due to the nature of the product.

Under such situation, an interlabial product has attracted people as a
sanitary product positioned between the sanitary napkin and the tampon in
recent years.

The interlabial product is fixed by inserting it between the labia, having
characteristics that it is difficult to cause the leak of menstrual blood because of
higher adhesion to the body than that of the sanitary napkin and psychological

resistance thereof on wearing is lower than that of the tampon which is inserted

into the vagina. Moreover, it is sanitary and clean because the range of the
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t he di sadvantage that it is nore difficult to insert than the napkin,
because the interlabial product is to be inserted between the yggigagwhi ch
are difficult to be seen. Mdreover, when it is not inserted in a proper
position, |eakage nay cause serious danage because the interlabial product
is smaller than the napkin in size. Al so, conpared with the tanpon, it may
be nore possible for the product to be ms-inserted than for the tanpon. As
a product . inproved in the diffjculty of insertion of such an inter]| abial
pad, PCT Ibﬂggrqaﬁeoﬁlﬁp ?%{'legnW‘th’JBPP%té‘ﬁlowo .'S\M@@'}) 8§cempared wibsthg pad
havi ng a Stl’,lfICtUI’e ro i_cLepI wth a proL,ecti ng part on the back of the
cont act srABEWNR "bMM";'F: IRcUsAd Py Pttaghing; to an ppdenwear. uber sinceathei nsert
the pad b i ckinp said projecting part) therefore, the insertion is
regar ded ié‘gd‘{ﬁt S!Z% &ﬁh@ '%@QEE@LBFPQW?!%%’“Q dhanthataf theisanjiary rapkimg part .
However, in such structure) the insertion point is detected by a
fingerti padeemeoawaa@mg is; netdetonieratad gengrally-and itds comferahble. t he pad by
intuition, and it is quite difficult for the wearer to locate the right
i nsertion poi nEIOWRNR®GPMRPared with the sanitanstnapkimwithe intedabiel preductdasbeen
devel oped wel| enough to be inserted with a wearer's confidence for the
ri ght i nséhe disadyantage thabitds more)diflieult 4o irserhthamihe paplkin, kecausentbe nail s
long or often wears fake nails) it is sometinmes al nost inpossible for her
to i nsert intadakisbpeadushis ihbe inseredbebmesn the tabiawhich gredifficult to bee ri ght
place. Moreover, it is also difficult to put the interlabial pad on the
pudenda uSeenzMafeQyerwheRr itds spbinsergd do atpropet positior. leakage 0wy gausehed so
as to nmake a close contact between them Thus, the conventional interl abial
product nERPEHEAMAGS, besause the intedabiakpwdoptis emallghthan thenapkiatie t he
insertion by properly locating the insertion point and reduce the occasion
at m s-i nS&et AP, &onmargd/w'ttea}ﬁ tampan, ibmaxbe mose possibienfanthel productont act
w th the pudenda. Further, such a situation sonmetimes occur, as nenstrual
bl ood et cto bemipdnsested thander theptampanhe time of inserting the pad, which
may cause the wearer to forma sense of resistance when the interlabial
product is usefs apmdustimprayed: indherdiffisulty of inseriiore of stich rancintertabidlas been
made considering the above-described task, and the purpose is to provide an
i nt er | abi 8RdpPédudnteprationgl Ratentr Bubligationt Nei WO30656689adisclesds samadar y
insertion of the product between | abia of a wonman, and to provide an-
i ndi vi duahaving@stiectutiprovidadowitihg projesting eatan therbasknfithe contast side t he
above- descri bed tas&t he inventors have devel oped an interlabial product
provi ded Withra Body.r LAgaardingde thiststiugture, a weaarer ¢an insertithe pad byupickiogent | y
and closely adheres to vagina whil.e a wearer is confirmng an insertion
posi ti on HP sa&id proipsbng Paln therefares theyinsedioshisoiegarded easier én thiamasee, t he
product is characterized in that the interlabial product is curled up to
form a pothast indhe easa yithout saidrarpjecting Partsmoot hl y i nserted so that the
product can snpothly be inserted between the |abia by the finger inserted
in the pocket.HoWeMar, ippuch arftrustwre, thﬂalnﬁﬁé@@rﬂomheéétte@iﬁdd}y@/flﬂwias
fol I ows. &égg An interlabial product which conprises a water-perneable
surface sPhieswearer, thesgtaresthesweamsthasaigdingert the pagdehy infuiions and doisor bi ng
body fluid dispgosed between the surface side sheet and the back side sheet,
t he produ8tite Hifficull; fag thecwearer te docaler theykight inserinnapeinbgblamely, Be
inserted when it is 3 YCF- 029 used; and wherein said- cylindrical portion
conpr i sescanyentionat interliabigb preduat hagingt thesn developed awell enoughi to hBsor bent
body. The cylindrical portion may be formed only when a finger is inserted
therei n, K3@rigdanithatwerrersconfidenga fardhe dight insestien ppinjeFEspenially, mod. For
exanmpl e, the cylindrical portion includes a portion to forma cylindrical
st ruct ur esiicet aeveman eften rkaapsi bar ¢wila lpnggerr oftee rwearsefake nhaisight ishe
cylindrical portion is collapsed and folded up in two when it is enclosed
in an i ndFemagtiseswralpoishg impagsibla viosr dercde drsart ethene abave-mertionedpr oduct
by inserting a finger into the

conventional interlabial product in the right place. Moreover, it is also difficult to

put the interlabial pad on the pudenda utilizing only the projecting portion to be



cylindrical portion so that a finger cushion of the finger is faced to an
inner face of the cylindrical portion. The wearer can thereby \&Seighgl ¥

hol ds the interlabial product, until the interlabial product is inserted
between the | abia. Followng this, by making the I ength direction of the
interlabial product aligned in the sane direction of the finger insertion,
the vulvar slit and the interl abial product are aligned in the sane
direction so that it is easier for the wearer to insert the product in the
| abi a. FuPieBed sgiacte make aclese centact befweenthemi nt er | abi al product while
detecting the insertion point with a ball of the finger and while the
finger pressurEhg%rtheusanygntional iintedabiabiptpdystomentioned vakavet have aidta can
uniformy be applied in the | ong}i tudi nal direction, even closer contact

bet ween t Reen nevealopsdenaught te Tacilitate: the inrertioabby propery logdting (thg The
interlabial product according to (1 ), conprising a flap portion as a
sector foiseHiatupeiat apdreduee the aceasiomat misdinsestion on allowdheiprodudtdof | ap
portion conprises said surface side sheet, said back side sheet, and said
absor bent havei\a seffisiantlyhclose rapatact awitth dhe pudenda. Farther, hsuchy hi sitirationl
portion froma flap 4 YCF- 029 portion, the insertion can easily be

per f or medSOMEJimeseocaureas anenstryal ddead et @dherendo taofiigeripaat tha)time of
characterized in that said cylindrical portion gets gradually smaller in

di anet er HIsemrtingatite pgds whichemayosauser thet wearentte foith a sensedf rétistanceéhe
finger is being inserted, the deeper the finger is inserted in the

cyl i ndri cwhepdhe intarlabiabpraduet isidsedcul t the finger insertion becones so
that the interlabial product can naturally be fixed on the finger
Therefore, the shape of the cylindrical portion in accordance with the
present invention includes not only a sinple cylindrical shape but also a
-pl unmet shape, for exanpl e, Risclosuce efithpdnventiopr ani d shape, a truncated
cone shape, a truncated pyram d shape, etc. (4) The interlabial product
accordi ng to ahye pnesestt ifventionohds bpen made tcensidedng rthe raoveadesceiped ndr i cal
portion is extended up to an end portion of the interlabial product along
t he fi ngetasknaodttherputposets ém pravide tanaintertabibl prodoct ofcalstretireomhichver s a
wearer's finger inserted in said cylindrical portion. A wearer can perform
a sani t ar fadilitatesexagt and sanitany insertion of theuptodagt bétweenbliabiaosf arwosian,al

bl ood adhering to the labia at the tinme of insertion of the interlabial
product bapgiepravide anlindividus) weppingbedy endlesingsudh groductor di ng to any one
of (1) to (4), characterized in that said cylindrical portion is

ext ensi bl e or |8l @sderc tat ackieve the mabove-described task, the inventors have

developed an interlabial product provided with a structure permitting to insert it
so that it sufficiently and closely adheres to vagina while a wearer is confirming
an insertion position by utilizing a sensitive finger cushion. To be more concrete,
the product is characterized in that the interlabial product is curled up to form a
pocket allowing a fingertip to be smoothly inserted so that the product can
smoothly be inserted between the labia by the finger inserted in the pocket.

To be more concrete, the present invention provides as follows.

(1) An interlabial product which comprises a water-permeable surface
side sheet, a back side sheet, and an absorbent body for absorbing body fluid
disposed between the surface side sheet and the back side sheet, the product

comprising a cylindrical portion in which a finger can be inserted when it is



| ateral direction. The interlabial product changes its shape in accordance
with the inserted finger so as to be secured by the finger. Mygpy2o the
wearer can identify the wear point nore easily. (6) The interlabial product
according to any one of (1) to (5), characterized in that the flap
conprises a pair of flap pieces. 5 YC F-029 A wearer may visually check a
finger insertion opening of the cylindrical portion through between a pair

of fla i eces s wel| as, v reco ni ze the depth of the cyllndrlcal
port i oﬁ EU S¢ a?"§0fé*wrsw F‘ﬁ'gx‘ﬁa'ﬂa r‘&‘“%’é‘??seﬁ%'m%}"f?&ef side sheetwear i ng

operation erlab| al roduct according to any one of (1) to (6)
cﬁar acter?ﬁ‘é’ogqq; § %ﬁ ﬁett apdisaid absarbentbedipl i ed on an’ i nner surffacg O}‘

said cylindri portign for a fingertip of the finger. The interl abia

product is secﬁi’%cp!/é!ﬁ@"‘?%l P%@Pt@éhbﬁtfﬁﬁnﬁﬁmfﬁy\mhﬁm@t flagﬁbﬁbﬂﬂsl@rﬁt@ﬂ |

devi ation between the finger and the product. (8) The interlabial product
accordi ng ri@de'&‘nﬁngr@eéfm(t I'ePdtt% benyllndﬂ%alé!qu@aﬂraeamrwm aFxampie,

encl osed hetween, said surface side sheet and said back side sheet) and

wherein s %cmlatducgi gertiafeinclydesda partien torfermea ylindrical snickurei atathebody . i

The interlabial product my be what is called a | am nated type.
time of IRsemon of ayfmger therein even though the cylindrical portlon is

collapsed and folded up in two when it is enclosed in an individual wrapping
body.

| A wearer can secure the interlabial product by inserting a finger into the
cylindrical portion so that a finger cushion of the finger is faced to an inne_r face
of the cylindrical portion. The wearer can thereby securely holds the interlabial
product, until the interlabial product is inserted between the labia. Following this,
by making the length direction of the interlabial product aligned in the same
direction of the finger insertion, the vulvar slit and the interlabial product are
aligned in the same direction so that it is easier for the wearer to insert the
product in the labia.

Further, since the wearer can insert the interlabial product while detecting
the insertion point with a ba" of the finger and while the finger pressure for
pushing the interlabial product between the labia can uniformly be applied in the
longitudinal direction, even closer contact between the interlabial and the inside
of the labia may be made.

(2) The interlabial product according to (1), comprising a flap portion as a
sector form area adjacent to said cylindrical portion, wherein said flap portion
comprises said surface side sheet, said back side sheet, and said absorbent
body.

Since the finger can be inserted into the cylindrical portion from a flap



(9) The interlabial product according to any one of (1) to (7)) wherein
sai d absorbent body and said back side sheet are enclosed in 3 109 rface
si de sheet, and wherein said surface side sheet is disposed inside and
outside of said cylindrical body. The interlabial product may be what is
call ed an encl osed type:. (10) The interlabial product according to any one
of (1) to (9), wherein said interlabial product is a product for

i ncontinence., According to the interlabial product according to the present
i nvent i onPORRA, theolnsertionpnanrasiyde pefformasbnt i nence absorb product. Since
the ostium vagi nae where the nenstrual blood is discharged and the urethral
nmeat us where ud) e interlahialprpsitict aseerdingtavthor 42), thasnletizad imthatl abi al
product according to the present invention to be used between | abia can

al so absos@ide cylindrical quution | gets gradiadlyr simaliehdn ediaster alondiea plinghrct
according to the present invention can absorb urine between the |abia,
especi al | ipsartinnrdiredtioniwhamit is usesht us and is useful for the absorbing
product for incontinence, especially for a light incontinence. (11 ) The

i nterl abi al pr\§dilethedisgedisnbeing insertesh dhedeepe) thedfird®r,is Wrsarteidninsthied
interlabial product is a product for absorbing vagi nal discharge. In

accor danceylindrinak pertione sheitmorey difficulinthet firgéminsertion becgmeslsa thatrthbe used
for the product for absorbing the vaginal discharge. Since the interfabial
product i interahialpnodeehcameaturbiyabeifixedaon iesfingert Theesforesttheshapbesf t han
t he menstrual blood fromthe ostium vagi nae for the use therefore (for
absor bi ngtheheylindtjcalportion imhaceprilance with the ipibesk i limxention Hrclpdesinot onlﬁn
absorb the vagi nal discharge in order to reduce the disconfort to the

wear er, aadsimpleicylindridabrshape bebalso ahplummetoshape)sfor Latame, @lednidn

i ndi vi dual wrappi ng body conprising the interlabial product recited in any
one of (1shapey g pyramidssiape, \ar tppcatgd coaetsHape, entrumedtyd pyvamidishaps]
enclosing said interlabial product. Since the interlabial product is
conpact | yetencl osed in a wapping sheet in a sanitary condition before use)
a single interlabial product can be taken out of an individual wapping
body as requi r{8)l. Ther déntedabial eprfodudtdagrardinga to alahypengoroft (Pnto ¢8),a smal |
cut for opening nay be formed on the individual wapping body. (13) The

i ndi vi duathavagieized ibdhiat said eyliidrigal pottibh)is extenddsdup & dnierdepdrtibihadf
product is folded up and encl osed so that the flap pieces open when the

i ndi vi duathewintepabial bprdducts along dhpefinger insertion direction, and that said

cylindrical portion covers a wearer’s finger inserted in said cylindrical portion.

A wearer can perform a sanitary inserting operation without touching the
labia or menstrual blood adhering to the labia at the time of insertion of the
interlabial product between the labia.

(5) The interlabial product according to any one of (1) to (4),
characterized in that said cylindrical portion is extensible or elastic at least in a
lateral direction.

The interlabial product changes its shape in accordance with the inserted
finger so as to be secured by the finger. Moreover the wearer can identify the
wear point more easily. |

(6) The interlabial product according to any one of (1) to (5),

characterized in that the flap comprises a pair of flap pieces.



YCF- 029 Since the product is folded when it is enclosed, it is conpactly
packaged. Preferably, the product is folded in two in the |at e,rcq:b_og'grecti on
al ong the longitudinal center line. And, since the flap pieces can be
opened when the individual wapping body is unw apped) the finger can
easily be inserted into the cylindrical portion. (14) The individual
wr appi ng body according to (12) or (13), characterized in that the
interlabial product is disposed so that the finger insertion opening of
sai d cyl i ndri AWEsseE MY visualbsehecknadingsr ingestiomepaningafthacylipdnealg of
sai d individual wapping body. Since the finger is positioned along the
| ongi t udi Rartiog; theeughohetWweenna pgirrefdlap pigees.sasiwelifast visually: recogbizelther oduct |
the inserting operation is speedily operated and a close contact with the
| abi a i s dertirddhawybngical pertiomso i/hraé evienlT ingxpedencedoweareriean easdyt udi nal
direction of the interlabial product for inserting the product between the
| abi a. MoPedemEn thesweaeng epemtiodet i on for securing the interlabial product
by the finger to the |ongitudinal direction of the garnent face side of the
interl abi al pr@dudhei dntefabial i produgt argarding ttae anyngoe @liskl)ortoi {B)yyade to
face the body side when the interlabial product is secured by the finger,
t he i nt er cRayagterizeddincthat n tacking agent ds \apiplied tdre ancianer sudfateaft said t he
insertion point by the sensitive finger cushion even if the insertion
bet ween t edindsicabportiodifor a fiogertipoftie fingeked visual ly. Al so, since a direct
contact between the | abia and the finger can be prevented when the
i nterl abi al prbaiinterabiahpeoduet is sectred amd 4§ insertednincthiei labiasopithauf an can
be perforned in a sanitary condition. (15) A nethod for manufacturing an
i ndi vi duapositionglideyiatiombaiwepnitke fingerand thesprodiict. f ol di ng the interl abi al
product recited in any one of él ) to (11 ) in tw parts in a lateral
direction al or§)d hlsdné'rlabial produnt aceordinghts aryndne of { btoyT), fvehverdin saidF- 029
enclosing said interlabial product in the wapping sheet. The individual
wr appi ng a8bsybentibodiaisi enclosedbetweaotsaid durface sidecsheet and saitkback sitde
wr appi ng sheet may apply. Preferably, the interlabial product is forned to
be symmet sheet] and wherein saigi back side sheetds dispusedBnside desaidiqylindricalf t he
Drawings Fig.1l is a top view showi ng an interlabial .product in accordance
wi th one di ment of the present invention. Fig.2 is a schematic
perspective view show ng the interlabial product in accordance with one
embodi ment of Theeinteriahialproduetaybe what.i$ calledha darhisvated typper specti ve vi ew
showi ng the interlabial product in

(9) The interlagial product according to any one of (1) to (7), wherein said

absorbent body and said back side sheet are enclosed in said surface side
sheet, and wherein said surface side sheet is disposed inside and outside of
said cylindrical body.

The interlabial product may be what is called an enclosed type.

(10) The interlabial product according to any one of (1) to (9), wherein
said interlabial product is a product for incontinence.

According to the interlabial product according to the present invention,
the product can be used for incontinence absorb product. Since the ostium
vaginae where the menstrual blood is discharged and the urethral meatus
where urine is discharged locate between labia, and the interlabial product

according to the present invention to be used between labia can also absorb



accordance wth one enbodi nent of the present invention. Fig.4 is a

schemati c cross-sectional view taken along the arrowed |ine A- fooi 9- 1.

Fig.Sis a schematic cross-sectional view taken along the arrowed I'ine B-B
of Fig:l. Fig.6 is a schematic cross-sectional view of an interlabia

pr oduct

I n accordance with anot her enbodi nent of the present invention.

Fig.7 is a schematic cross-sectional view of an interlabial product

accordance w th another enbodi ment of the present invention. Fig.13 is a
schemat i c Y¥BPspective view of an interiabial product in accordance with

in

anot her enbodi nent of the present invention. Fig.9 is a devel opnent of the
i nterlabial prA8¢esctbedheprinbefares the arasduch ageerdingtoctbeiresentrievantiondi nent
of the present invention. Fig.10 is a devel opnent of the interlabi al
product dé&aslabsetb oning hetween ithe labiarespecialiyiaround thé aretbra) oneatestandf t he
invention. 9 YCF-029 Fig.11 is a top view of the interl abi al

pr esent

wr appi ng lidisefyl forcthed abserbing rprodectefaroihcontinende, t espeniallye fior antightt i on.

Fig.12 is a cross-sectional view taken along the arrowed line C C of _
Fig.11. Fingontinesce. perspective cross-sectional view showing the state in

whi ch

(11) The interlabial product according to any one of (1) to (9), wherein
said interlabial product is a product for absorbing vaginal discharge.

In accordance with the present invention, the interlabial product can be
used for the product for absorbing the vaginal discharge. Since the interlabial
product is used between the labia, it can absorb the excretion other than the
menstrual blood from the ostium vaginae for the use therefore (for absorbing
the vaginal discharge).

As described above, the product can absorb the vagi_nal discharge in
order to reduce the discomfort to the wearer, and is useful for the wearer who is
not menstruating.

(12) An individual wrapping body comprising the interlabial product
recited in any one of (1) to (11), and a wrapping sheet for entirely covering an.d
enclosing said interlabial product.

Since the interlabial product is compactly enclosed in a wrapping sheet in
a sanitary condition before use, a single interlabial product can be taken out of
an individual wrapping body as required. A releasable folded part, a tab,
perforations, or a small cut for opening may be formed on the individual
wrapping body.

(13) The individual wrapping body according to (12), wherein said
interlabial product is folded up and enclosed so that the flap pieces open when

the individual wrapping body is unwrapped.



one end portion 77 of the wapping sheet is unwapped. Fig.14 is a
schematic plan of the individual wapping body in accordance W b-O‘fy)F her
enbodi ment of the present invention. Fig.15 is a schematic cross-sectional
view taken along the arrowed line DD of Fig.14. Fig.16 is a schematic plan
view of the individual wapping body in accordance wth another enbodi nent
of the present invention. Fig.17 is a schematic plan view of the individual
wr appi ng body in accordance with another enbodi nent of the present

i nvention. Fi gSige; theprodueh iafaidedywhemitis:gnelosedxbissampactty packagedof
measuring the peel strength of an adhesive in a method for eval uating
adhesi on &irefefeblyaieeipreduet i fajdad éu twe imdheolayeral dlirestion aglongf thehe
surface side sheet. Fig.19 is an explanatory draw ng for explaining a
met hod of lengitdinalcanter inmahnd: sinegt theoflap pienesesary dei openst:wien ther
eval uating adhesion of the adhesive to be applied on the.body Si de surface
of the suindividusi weapping:bodissunwiappetipthedingeyicag easily bednsertezhintathe
[Constitution' Fig.1 is a schematic plan view showing the interlabial
product i eyérdiwalipadionni th one enbodi ment of the present invention. Fig.2
and Fig.3 are schematic perspective view of the interlabial product in
accor dance wi t (l4)rkhetindividuetwrapping body according to (12) or (13), characterized

in that the interlabial product is disposed so that the finger insertion opening of

said cylindrical portion is positioned to face the unwrapping opening of said

individual wrapping body.

Since the finger is positioned along the longitudinal direction on the
garment face side of the interlabial product, the inserting operation is speedily
operated and a close contact with the labia is secured more by applying the
finger pressure over the longitudinal direction of the interlabial product for
inserting the product between the labia.

Moreover, since the direction for securing the interlabial product by the
finger to the longitudinal direction of the garment face side of the interlabial
product is specified, as well as the finger cushion is made to face the body side
when the interlabial product is secured by the finger, the interlabial product can
be inserted while the wearer is locating the insertion point by the sensitive finger
cushion even if the insertion between the labia is difficult to be checked visually.
Also, since a direct contact between the labia and the finger can be prevented
when the interlabial product is inserted in the labia, the inserting operation can
be performed in a sanitary condition.

(15) A method for manufacturing an individual wrapping body comprising:

a process for folding the interlabial product recited in any one of (1) to (11) in

two parts in a lateral direction along a longitudinal center line; and a process for



enbodi nent of the present invention. Fig.4 is a schematic cross-sectional
view taken along the arrowed line A-A of Fig.1l. Fig.5 is a schegpig®
cross-sectional view taken along the arrowed |line B-B of Fig.1. Fig.4 and
Fig.5 illustrate what is called a |lam nated type of the enbodi nent. As
shown in Fig.4 and Fig.S, the interlabial product 1 in accordance with this
enbodi nent conprises a surface side sheet 11 conposed of a body fluid
pernmeabl e material, a back side sheet 13, and an absorbent body 12 for
absor bi ng ©p6\9$ing said interabialprogust iy the wispeingishegtd t he back side sheet 13
are bonded toggther on the peripheral portion so as to enclose the
absor bent bodyThe individual weappingrsheetcaneasilydhe manufasturedc Anyienslosinget 11
and the back side sheet 13 are bonded by neans of heat enboss processing
and/ or boMRdey inthe, wrappingnsheet: nay applysPreferatiy thet isteriadiall predudliist i s
provided with a cylindrical portion 20 permtting to insert a finger
t her ei n wiermed to ke symmetrieal ta the longitudinabeenter line.an-t op area conposed of a
pair of flap pieces 22a, 22b arranged adjacent to said cylindrical portion
in the opposite direction of finger insertion direction 27. The cylindrical
portion is conprised of the surface side sheet 11, the absorbent body 12,
and the back side sheet 13.BrigfdDesaription of the Drawingseces 22a, 22b are al so,
as the cylindrical portion 20, conprised of the surface side sheet 11, the
absor bent bodyFig2) ismadop view sbkwirigian dntedabiaBprotlust inua¢eordascelwitbronet 11,
t he absorbent body 12, and the back side sheet 13 are continuous with the
flap pi ecemtzriimenbof thespresentapventibn.cal portion 20. The cylindri cal
portion 20 is bonded fromthe side edge portion 28 up to the corner portion
al ong the | ongFig.klisal sehiematic parspective: viewe ishewihg thecinterdabialwbiodact ime f | aps
22a, 22b are not bonded al ong the | ongitudinal side edge faces of the back
si de sheetaceardanpe withhene embodineanicef the ipresantlinendionsheet 13 is 11 YC
F-029 placed inside of the cylindrical portion. The side edge portions to
be bonded t ogeFiged is@schamaticaperspeetive viewgbowirtg thecinterapial produbtin
| ongi tudi nal direction of the interlabial product, and nore preferably,
t hey have aggordapoeqwithf oneyembedimant ofithe ipresantiimdintiont , as shown in Fig. 3, a
part of fingertip portion is not bonded so as to form an opening 29. The
bonded portionFiged ib@ achemagticl crossssedtionat vieve taken atonghthebarrdeedplinet i on
starts with about the mddle of the side edge portion of the interl abi al
product aldA®ffigdls to the end portion of the interlabial product where the
fingertip end portion is |located. Here, to extend to the end portion of the
i nterl abi al pr big&tis whechematic forosgesedtipnah digyo takem alongl theaaerdweddine t hat a
wearer's finger _can be well covered with the cylindrical portion up to the
fingerti pB-BidiFig:Ae wearer's finger is well covered with the cylindrical
portion up to the fingertip) the opening 29 either may be formed or may not
be formed. Conbig:&ds v tschematicy crassrsastibnaborvievoof 2@ intedablahprpdectein 22a,
22b are open in the |lateral direction. In such a manner, the finger
i nserti onaspeidiange mthoanather embodimentof the present inventioh. as t he depth of the
cylindrical portion becone visible to a wearer, therefore, even an
i nexperi enced figaf d8 @ eschemalicacrosstsectionak view tof amdnteplabial i pradéctr in
securing the interlabial product by her finger. The cylindrical portion
rnay gradagstordapee with ametheeembodimentxfdne gresentinventionecti on 27 of fi nger
insertion when it is used. For exanple, the side edge portion of the
i nterlabial prbig&tiscan scbhematici petspactive t view ©f r ant interlabiaWipdedyct ainr angi ng
the width of the side edge portion in the nei ghborhood of the finger
i nserti onasgengiange 3éth annthgr ambadinyentof thevpresent inventing. di recti on 27 of
finger insertion of the cylindrical portion 20. The side edge portion of
t he interl abi aFige® &ﬁjacteveévwsimfubeﬂmtsﬂ‘au&ad praduct developed-av planesin
structure by another method in which the absorbent body 12 positioned in
t he nei ghlacctrdance withhend embpedimentofithe presentiingentiéni s narrow y arranged in
wi dt h and the absorbent body 12 is gradually increased in width in the
direction 27 oFigtHeisfa dgeelopment of the interldidalqrbductrdevaloped on arpl&te in
O herwi se) both nethods nmay be used together.

accordance with another embodiment of the present invention.



Wth such structure, it becones possible to elimnate a positional

devi ati on between the finger and the interlabial product unti lYéFh-% Er oduct
is inserted after the interlabial product is secured by inserting f2 e
finger into the cylindrical portion thereof, and this allows the
interlabial product to obtain even contact surfaces on the right and the

|l eft inner walls of l|abia. Inside of the individual wapping body, a type
of the interlabial product |am nated approximately along the |ongitudinal
center |ine isFigolldisdadep iview 10é thednterdabial wsappiog hagyt inaacaordamee Withi de
sheet is faced to each other: Therefore, the cylindrical portion 20 is not
cyl i ndri cane&mbegdimentotihedqiresent inventiondual wr appi ng body, but is fol ded
flat in two. For exanple, in the case of the lamnated type, it is forned
by being fol deBigi12 dsi@h ceosseseclionahvieyatakan alongethd arroweshdikesCe® afheet s
faced together approximtely along the |ongitudinal center |line, and the
mut ual | y &iget1.appi ng parts of the right and left side edge portions are
bonded together. In one enbodi nrent of the present invention, as shown in
Fig. 4 and Fi g. BHg.1his arperspedtivel crossdectiomalyviéw stioming the statedinswhicha

| am nated type as the side edges are fornmed by bonding the surface side
sheet andonéendopdction @€ of tleewrappjeg sheebis unwrappeld edge portions of the
absorbent body to prevent the absorbent body fromcom ng off. [Encl osed
Type] In the ihRiget4 isba schematic ptan of thedndividuat wrapping haxdlydn aescbrddincent of
the 13  YCF-029 present invention, as showm in Fig.6 and Fig.7, the

i nt er | abi withparodoert embgdimentiofithe preseht indentiorencl osed type in which the
back side sheet 33 is arranged on the garnment surface side of the absorbent
body 32, and tFRigm5 iscaschbaaticsirdss-sbetidnad view takere alonigethebswowedtlingody 32
and the back side sheet 33. According to this enbodinent, the interl abial
product cOaprofddg.idhe wat er - perneabl e surface side sheet 31, the back side
sheet 33, and the absorbent body 32 for absorbing body fluid arranged

bet ween t he suFigat® isialeschleawstic3 plamn dievincofbthek isdividuahawhpping badplin, in
Fig.6 and Fig.7, the surface side sheet 31, the absorbent body 32, the back
si de sheeacé@rdaane withecarmihéreerabedideent lof te presentinventiorged in t he order from
the outside toward the inside of the cylindrical portion of the interl abi al
product. The shigit&ds sa dschemetic plani viewondfi theo wsdividoal lwrapping bbdgnin

encl osed type, to formthe cylindrical portion) the back side sheet 33 and
t he absor becordandg with anothenembodiynentof ¢tk present imehthork, si de sheet i nside
and the absorbent body 32 outside froma part of the |ongitudinal side edge
portion of theFigut8 isansexptardiest d@wing fooerplajning iaomethod of tewsuringt he
enbodi mrent shown in Fig.6 and Fog.7, the surface side sheet 31 is

over | appetheapaebstrdrgtht ofgan hethesivet imearmiethddofdroevhludtingradhesioneof the

| ongi tudi nal center |ine.- However, the overlapping position is not limted
to thi s padhesive to Besapplied bhdhe body side siafanecoidthe durfape side stydetndr i cal
portion permtting to insert a finger therein when it is used, and flap
portions as seEigol9 id ancgxplarsderyi drawirg dor explaiming ppmethad 0b méasuringger
insertion direction adjacent to said cylindrical portion are fornmed on the
i nt er| abi the pheaustrengthnefl 3n adhesive rin thmethsd fof evdleatimg ladhesionygfethet he
appearance is as shown in Fig.1 - Fig.3. The cylindrical portion is

conpr i sedadhesivedo berapplied ondhe body sidelsurface ofithersueface Iside/sitgst. t he back
side sheet 33, and the surface side sheet 31 in the order fromthe outside
14 YCF-029 to the inside, and just |like the cylindrical portion, the flap
pi eces 22a, 22b are also conprised of the surface side sheet 31, the
absorbent body 32, the BastModicfos QaetyiriBOubthe Invention f ace si de sheet 31.
The surface side sheet 31, the absorbent body 32, and back side sheet 33
are conti [onstitdtianh t he cylindrical portion to the flap portions. The
enbodi nent of the lam nated type is mainly explained in the foll ow ng,
however, the pFigsknis ansehématici planoview showingt thectintériabidl hprodueodinnment  of
this type. [Tensibility] The finger insertion portion, nanely, the

cyl i ndri catcerdahte witheynd enbodimerrlofstheapresent inwsntidry. FigI2 an¢ Figlatarevar i ous
sizes of wearers' fingers by being provided with elasticity or tensibility
at | east pechérhatit Ppeespactide niewi sfnthienintédrabiali priodach o ecedrdahee switte opdge
portion. Such characteristics can be obtained from corrugation processing
in which the side edge portion is fornmed to be gathered by pressing the
side edge portion with a male and a fermal e nol ds having recessed and
projecting portion arranged with interyypals in the |ongitudinal direction.
O herwi se, an elastic material) for exanple) rubber nmay be used for the
side edge portion. A fiber sheet having elasticity, especially, a fiber
sheet containing elastic fiber, for exanple, non-woven fabric containing



[ Breaking Strength] The finger insertion portion, nanmely, the cylindrical
portion, in which a wearer can insert a finger in the |ongitugigmrp2g
direction of the interlabial product, is formed on the garnent surface side
of the back side sheet by bonding together the right and | eft side edge
portions of the interlabial product folded along the |ongitudinal
centerline. 15 YCF-029 In the bonding portion for bonding the side edge
portions, the breaking strength is preferred to be at |east 30cN or higher.
The br eakempodimentgeftheprasent invention Fiad igmeschematincrosssectionaivirMct i s
cut apart in the |longitudinal direction al Qng_the fol ded part and the cut
portions takenrripag dhe aromeskline AcA oéFig.deFg.odma@ sahematic erossseational
strength is neasured by stretching the bonded portion at a speed of

100nm1 mi nvienbtekepraiong é‘[ﬁ giyowed lipe &Bi ofFigtt. drigitrandsFigb ilustaatgevivat iso -
300cN, and it is nost preferable that the breaking strength ranges 40
-150cN. [ Gallad a@pm'@emtftypg of ievenbodimgntB) a t acki ng agent 42 may be
applied to the inner surface of the cylindrical portion of the interlabial
product. Fi g. 8A$ shawnaendtiggnand Fige$othe interlabyd!iproductal inpacdordandeswitbr med,
and the peripheral portion 44a and the peripheral portion 44b are bonded

t oget her this fembadiment goinpdses al syiace side stieedri1t compgededdf adeddypfiuidi on has
been fornmed, the tacking agent is applied to the inner surface 42 of the
cyl i ndri cpermpeahleomatetiali @ hagk «fide rsheehrtdRngrdreant abSotbent thrordyi 18 fogent ) it
is preferred that the tacking agent is applied on the ball of the fingertip
and al ongabserbinghpody fluidaThdisudface sideosheete! ff ahdithk back sideé siveet 8 are
interlabial product. When the tacking agent is arranged near the side of
the bal | bénded tagether on the pepipkaral portion $a& asiplenekbsedhe labsorkent Ibadiyal
product by the fingertip when the interlabial product is inserted in the

| abi a) t h#2efndgrto, be farmedinsonebody.cEhe pudaee sidehsheet 1daand thenbatkvsidei ng.
When the finger is drawn out of the cylindrical portion after insertion,

t he fi ngesheet daralbandedby nivanscdfcheatenmbessopeeessing fandéor baindirgewith
fingertip, and releasing the finger in the direction of the crotch fromthe
i nner sur adot-ndlt type adhesiver i cal portion. In this case) the tacking agent
is applied nearer to the folded portion than to the bonding portion for
bondi ng t he siTke édndgdalial produst isf prokicleidrwith laadyliadrigalqebrtion 206permittiRg029 The
interl abial product before use is folded along the folding portion) and the
back si detsinsert adingee thereiewheogtishesed,i and adflapphkition asjarfan-top dreas case,
tacked portions of the back side sheet via the tacking agent nay be

separ at edcompobed wéarpair of flappieces 22a; 22bartangad \asdjacent tosaidtdylindricajer
insertion portion (cylindrical portion), and the tacking agent is exposed
to the i npertioguinfthecoppositecditectiondfifinger insartiom directiaro @%. Thecylindticadt wi t h
the inserted finger. The tacking agent is applied in a formof |ines, a
sprayed f pertionais memprisedooitheasurface sidesheebrit) the absorbent bHody 12cand
Moreover, a preferred tacking agent is provided with a sufficient anchor

ef fect sothesback side sheetetd. phir ofi theclap\pieces 224, i22beare alsdy asrtheut, and
the tacking agent is preferred to be applied by neans of using a coater or
pri nti ng. cylindsicahpogionf 26, aemprsed of theasurfacensidadshest o1, dhe tdbsortzeriti ng
agent will be explained below Such an evaluation nethod is through

measur i ngbpdy12sand e back sider sheetFidy . The) swifacensidel isheet/ ¢1, thedabsbezent
strength (refer to Fig.19) of the adhesive, and is perfornmed by using a
const ant bpdyd2siandttbe haoksside sheet 48 anedcentidious Iwithythenflafs piecesi 2R2a,

stai nl ess gl ate. Wien the evaluation test is carried out, a polyethylene
filmof aBdbiiathe cylindricalportion 20e stainless plate is coated with an
adhesive so as to be 25nm wi de and 50mm |long) and is left at a room

t enper at ur e ( ZDheleylinekricd) pbdion320 is handed froi thehside. eddgexportiohe2&ap et hyl ene
filmis lightly superposed on the stainless plate so that the adhesive is

i n cont acthencotner tportiomialdregs shep llenigitudinal diectioh |afthbyback2kigersiidetri3nl y one
way. And then, the filmis left at a roomtenperature (20 degree C) for 30
m nut es t whileltiee laps 22as 22biaremot Ibonded glery tiss fongitulinaeside édye faces

pol yethylene filmpart of the test speci men nade as descri bed above is

peel ed byopthd back sidei shdaetel3liWheh itheseotiré bended,othe/back sidevwheeh 18iig. 18,

and in the shear strength test, the polyethylene filmpart is pulled in the
direction of the arrow B shown in 17 YCF- 029
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Fig.19. However, as the test conditions, a chuck distance (grip distance)
is specified as |Om) and a stretching speed is specified as ¥gpagbg n.
When the nmeasurenents are carried out according to the above nethod, it is
preferable that the neasured peel strength of the specinmen is 100

2000mMV 25mm and t he neasured shear strength of the specinmen is 2900
15000mV 25mm  These are the val ues considering a | oad on wearer's skin.
Thus, by applying a finger-tacking tacking agent at |east in the

nei ghbor hB@GeéﬂnQ'%oﬂhﬂg@ﬂm@m@'wwWﬂ in the finger insertion portion,

sl i di ng-caused_devi ati on between the interlabial product and the finger can
surely be prevEng side@dge pagiongt ier bapbendest tegathem aged catnlepsk d@%@reen
the |abia after the interlabial product is secured by the finger.

[ Devel opelongeswéthexdength pbdheHapaitudinal drastionfeth@i méﬂ@h@@f@ wetmend of the
interlabial product when it is devel oped on a plane are shown in Fig.9 and
Fi g. 10. Tmorepvefenhly thenpavedP HB0%l ofitheilengtegg- shaped, drop- shaped,
dunbbel | - shaped, or the |like, however, as shown in Fig.9 and Fig.10) it may
be an el lipti cinsthispemhiadiment; .as. shewr liwig.Bn ampayt of fingertip padiophispeotof t he
end portion 55 of the interlabial product 50 before the side edge portions
52a, 52b hoadedsdeas ta farmban dpening295The bondedipagtiomenay bie astapgedoint i ons
52a, 52b of the interlabial product nay be orthogonal to the |ongitudinal
cent er |i Aectba. stnlctireuas thehbondedi portiannetasa with absutr theghiddieé ot thensidieg. 9,
this may be a curved line. A preferred border line is shaped synmetri cal

wi t h respedgetportiore of dhgiinteriabial produetrand extedgis s thehend portieh gofithe t he
shape of the end portion 65 of the interlabial product 60 before connecting
the side inderahiakprodust hare Bbfimgartip @ndrportide ds lacated. Hereuta extendi toes 64a,
64b fromthe side edge portions 62a, 62b of the 18 YCF- 029 interl abi al
product i the leaddpostioni ohthe intedabiahproductswhereothe Ifingegipeafiepaitios ishat t he
shape is forned symmetrical with respect to the |longitudinal center line
68. The clacatedymeanssthat@ wearefsifinger can deswebiopveradhwitbutheneylinddcal cur ved
line. When the interlabial product is thus formed into a shape wth a cut
in the enpogion uprtp the fingestipli Wthepothel weafersnfinger isowelhfcovared withethei p i s
shortened and a formfitted to the fingertip shape can be obtai ned so that
a wear er eylindricabpartion yp torthe Hingedig, ithg apening: 29i either tthay derformgedarerti on)
that the fingertip is in the neighborhood of the top end of the interl abi al
product) avay ndétibe fomned. it easier for the wearer to apply sufficient
pressing force to the ostiumvagi nae of the nmenstrual bl ood outlet.

[ D mensi ons] ACbmpgréchiveth thereplindsical portipnt 80; the fldp rpiesss@Paa@@baare

wi dt hwi se di nension (lateral dinmension) of the interlabial product should
be det er nopen imthe lateral diredtion. in suchya Mmannar; thie fingeriingestiombpaningr2fidefct can
be inserted and held in the |abia, but also considering the adhesion to the
i nsi de of thealsylindricak pogtinn @sdwetiias thegdapthf of the icylindricabipeitiqnr begomei s
preferred to be 60 -150mm nore preferably, 80 -120nm In this case) when

t he | engt Nisible [toraywearertharefore, evae aminexparieated wearer camdatunally bear ge
contact face between the garnment side surface thereof and an underwear or

t he |ike) diracteditpdhe apeeationrfot seeuringothednteriabiay produch by thee fingetii ng strength
of the interlabial product by the |abia thenselves, and the interl abi al
product is at The cylindrical pastiomgay gradoally thecomeesmalierin diametenaldngngth i s
shorter than 60mm the interlabial product cannot have a sufficient area
and vol unthe direstiony 27 @f Hingee insertien whiendt ist ised:floresxample, thet side ssigel
product is prone to fall off. The widthw se I ength of the interl abi al
product b@bdian ohthecinténabialcproduot canrbe pravidetewithsthisr strectursd by ovidely10 -
60mm nore preferably, 30 - 50mm In 19 YC F-029 this case, if the width
is wider amangignime width efidbe side edge pefrtiomén the eeighbiodioqst ofithe fingar t he
femoral regions of the wearer, and this causes friction force between them
every ti minseintion openinga2€r andvgradualyd narmowing: fit v thet disection @7nof fingemgt h
exceed the force of the |abia thensel ves holding the interlabial product,
sai d i nt einsaisiicn ofpthecaytindtiea\poetiort B@. | abia i s in danger of falling off.

Mor eover) when the width is narrower than |0Onm the interlabial product
cannot have anThe sileaedge portiomef thednighabial ptaduch eanaiso bé erovided withnd sai d
interlabial product is prone to fall off.
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A | ongi tudi nal di nension of the absorbent body may be the sane as that of
the interlabial product) and nay be arranged with 2 - 10nm spagr929
considering the flexibility of the interlabial product. A wi dth di nmension
of the absorbent body is arranged in a range of 30 - 70mm preferably in a
range of 35 - 55nm Following this, a width dinmension of the interl abi al
product is arranged considering ease of finger insertion in the finger

insertion portion, and a dinensjon.,little. influenced b dy npvenent while
bor g vioniHis atrugtie fycarether Bt i whishesbSaERSRt he 8amABeaMRcn | he
interlabi al product is, devel oped i.n a pl ane,  preferabl it is arranged in
a range o&‘esgelg ;f’@:ﬁﬁoqﬁ\"?ﬁh@ igertipg Q 9 8 B nBWBWM?"@@Q&@e‘B to the
present inyention is preferred to be 0.5 - 20mm and npre preferably, 2 -1
om S ncw'qtR@mdnﬂ\srat@armntﬁmdu& IS gradyaliy increaned ipaMidth i derdiraclio | abi a,
a 20mm or _t hi cker product gives a wearer a foreign feeling when she wears
it. On thé?&fibe fingae insarion ehthe eyliplriealsporion 20mAtherwisesbothHaetwdsosed
absorbent body's volune is prone to be insufficient for absorbing nmenstrual
bl ood) anfayre usedtageshemnl ood is in danger of oozing fromthe interl abial
product. The interlabial product may be used by itself, or it can be used

t oget her with Witbasuehr §tru@tpk¢,nltbpepwesngosslbén te helimingde waapositienalt can
be used together 20 YCF-029 with a tanpon by inserting it in the vagina.
[ Met hod f devighionirketweennihe  fingeraaed thepia e"|arb|€!|hlér0idﬂ§brulﬂgbmﬁ pieduricis, t he
surface side sheet is arranged on the body surface side of the absorbent
body) and'ﬂsﬁéeﬁaﬁ,ﬂ@rsméelﬂﬁﬁt@gmahRtfoéwta!ﬁgf@&llfﬁd byidnserting ihe Jinger dntot the
absorbent body. Between the absorbent body and the surface side sheet or
bet ween t Ayingisal pertiontheeafnand mswewwﬁaemeﬁabta,l produsnt do ohtain@venmay be
applied for bonding them together The l%ienrl\i pheral portion formng the

per i pher ycontachsurfanasrerethe tghtyandsthedeftinneswalis ofilabjat he surface si de sheet
and the back side sheet with each other, and the bonding is carried out by
means of a sealnside ektheindividualawranping bedy, arfypelafrthedntariabialliproducta

bondi ng agent such as a hot-nelt type bonding agent and an enul sion-type
bondi ng a%é’r’m?tﬂﬁr appximaieit ia&nngotheolﬂnitgd@a?ﬁgn@ﬁdinsoisdhl@dmpﬁndhe Thus,
t he absorbing portion of the interlabial product is forned. Followi ng this,
t he absor latergl dirpetion sochphther hack sidgbsheeaidnifaerdijo easb ather dherefom sheet
and the back side sheet is folded in the |ateral direction along the

| ongi t udi @ cyligdrieal portien 20 is met cylingdrisakeithar irside ob the individual wrappiRgt h each
other, and then) the overlapping peripheral portion is partly bonded, and

i s cut inbedy bytdséaldediflatin gmgiorkee@mnig lmfgefqalsam the daminated typesit t o
formthe outline of the interlabial product. [Bonding Method] As a nethod

f or bondi sgformedde beingoiotded injsuctgevam asithe gasmenh sidenoktheabaclt sideoduct
fol ded al ong the |ongitudinal center |ine, nethods such as heat-seal and

ul t rasoni heetds faead gm&ﬂm appraymately edongthedlongibudinel eentgplines @andi thg agent
and an enul si on-type bondi ng agent, or the use of sealing and bonding
agent s t ofuttally everlarpirgnpabs . the right \and. igftoside @dgenportiens -are fondedused) a
sealing width is arranged in a range of 1 3nm considering a favorable wear
feeling. t@ethRli ng this, the sealing may be arranged |ike a continuous

| i ne, however, the arrangenents such as a dashed |line alternately arraying
a bonded por t i Brengempodimenioefdbe psesantdavendionoas showsrim Fig.Adand form

are nore preferable.
he interlabial product may be what is called such a laminated type as the side

edges are formed by bonding the surface side sheet and the back side sheet
together on the side edge portions of the absorbent body to prevent the
absorbent body from coming off.

[Enclosed Type]

In the interlabial product in accordance with another embodiment of the
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A bondi ng agent for bonding (sticking) each material) hot-nmelt type bonding
agent, which are generally used, can be used, and as exanpl es,y@F{prgssure
sensitive hot-nelt type bonding agent and a therno-sensible hot-nelt type
bondi ng agent can be enpl oyed. The pressure sensitive hot-nelt bonding
agent conprising mainly a synthetic rubber resin such as

styrene-i soprene-styrene bl ock copolyner (SIS), styrene-butadi ene-styrene
bl ock copol ynmer ,(SBS), styrene-ethyl ene/ but adi ene-styrene bl ock copol yner
(SEES), aREesan)irnyention, as shomsy Bhich an Gigehhe) intatabial arodust maywdecan be
obt ai ned by nelt-bl ending therein an adhesion additive such as a terpene
resi n andWhat ésralladan engloged type it whichethe back side seeet 3Ads afranged on

t her no-sensi bl e hot-nelt bondi ng agents, those_essentially conprising an

ol ef i n t yHe gagnanhsiifage pigeyof e-%%’ﬂi’?ﬂté@cﬁ/ Bésand dhem theypuacasideoyed as
exanpl es. Thus) many kinds of bondi ng agents exist, however, considering

st abi | i t ysBeeb}) ienglases) the: absophastebedyl 32 ank thet haeknsideshasteddot - nel t
adhesive. As a therno-sensible hot-nelt adhesive having high application

st abi | i t y ACgoFding - &0 e this nerabodiment,ssth pioterlabial- qireduet) aamprisesnothe

pl asticizer, and 35 45n% adhesi on additive can be used as an exanple. As to
thi s t her wateEpeimeable csurfaset sislenshagt ajenthe back -side osheelx33aandnthe

i nhi bitor and fl uorescence inhibitor may be added thereto. Such a bondi ng
agent i s apporoeat body 32 fos absorhing body fhiid avanged bepwegr dhe surfaceCside02 9
form an S~ -like form etc. Mdreover, since the interlabial product is

i nserted Sbeekdh angetheaback sideashaatsdd. Mamely, imEig:6 @nd Fig. fietheosurtageved
surfaces in order to create generally a soft atnosphere about the product,
a printingidesshrat 31 tb@i&béblb@nt\ﬁb@dyé‘é. dpp back sidensheethdd andothg surfaceur ved
surfaces is selected. Wien washability is considered, the bonding agent is
sel ect ed Sidenshasat\dteare arrangeddn the arderifram ghe putside tawarddbe inside of the

pol yoxyet hyl ene- pol yoxy- propyrene glycol, etc. are polynerized to

t her nmo- pl &ylindricabl portiony | ofatheo linteriabial roduet cFhepsasrfacegeidat sheetpdi yisst er
polyol resin, or mxtures of a pressure sensitive adhesive essentially
conpri si ngoatinyoiisadn ithe cadd of apernclesedstypee te farmhthesoglindnicabpentionsther ene

bl ock copol ynmer (SEBS), styrene-isoprene-styrene bl ock copolymer (SIS),

st yr ene- bbagkliside sbeet 33and thekabspbentrbody S2Sare agiutuallybdnded avithsthieubl e
materials such as hydrophilic activator, starch paste, gelatin, etc.

[ Mat er i al HarlsrsidRshaekinside-anddbe|abeocbentrbadye32i aidsidadeami a partedfetheed t o
be water-perneable and to be selected frommaterials not stinulative to

ski n. For lengitudingl sigeredge./portionlsf the sufagensidetshest 8hdo sameraortion.ng net hods
of nelt-blown, spunbond, through-air, point-bond, needl e-ﬁunch, spun | ace,
etc. can be usAgcomigtecthe empbedimeant shownrintFig.6oand Faga theisutfacesidenner
wal | of labia, it is preferable to singly use non-woven fabric obtained
from t he sheefdtisovadappadsnd mmdgpdngeé@e,inm!memelgrtbm,\ooubeﬂtr@maideh, etc.
or to use sone of themconbined. It is also preferable to use single or

m xed shedangitudinal icepterJiniee Howevier,oliver exastapping:pasition do nob limited touhis as
natural fiber, or hono-fiber made of a synthetic resin or conjugated fiber
of a sheaPBS#i®@fe structure, hydrophilization-treated synthetic resin, etc.
Concretely, spun |lace non-woven 23  YC F-029 fabric etc. can be used,

whi ch is obtai Als@ Pythgdgass: ohthenereased hype,ian cplindsical portiasr pamnitting ters
synthetic fiber, 4 - 30nPnatural cotton, 60 - 95nPorayon or acetate to

wi th a spsert a fingegtherginrwhen it isswsed,znd flap gortions assentodaligp @neas inber
itself by nmeans of the water confounding nethod, drying it, and adjusting
t he t hi ckitkgdireetian appasiterimthaifingee insentigrodirestionradjacentdorsaidcylindriesli n i n

t he above spun | ace non-woven fabric is that the volume and inter fiber

di stance @afiarasra formedan thaiintediabiab progiest. Namalyr alsodnsthdecaskesft thget s wet
fromcontact with nmenstrual blood. Further, the reason for a little | ow
conpoundi egclosetdype, thecappeanance dsfasoshows inhkig.t hdFigidoerThei gyluidrigali s

mai nt ai ned even when the fiber gets wet with nmenstrual bl ood, therefore,
conpoundi pgrtiosy is edmprisadt: of; the \surfacersidensheet 31, ther absagrbehicbodyn82, thel | of

| abia due to the fiber rigidity. Preferred synthetic fiber is single fiber
such as pbaghisiate/sheat,33, ARY, the duyfach \sidenshé&tE31 imthe eraey étolny theneutside
terephthal ate (PET), or fiber formed fromgraft polynerization of PE and
PP, further, a sheath-core structure of which the core is PP or PET and the
sheath is PE, or an eccentricity type sheath-core structure, or conplex
synthetic fiber of side-by-side structl4e. Mreover, it is also preferable
to use the fiber by making it cloudy by mxing a filler conprising titanium
oxi de, cal cium carbonate, etc. in a range of 0.5 -1.0n% as necessary. The
fiber length of the fiber used with the above spun | ace non-woven



fabric ranges 15 - 60mmwhen it is natural cotton, and ranges 25 - 51 mm
when it is rayon or acetate, and the fineness is to be sel ectegsfr t he
range of 1.1 6.6dtex. In this case, a preferred point is that use of fiber
having a high specific surface area can increase a contact area with the
inner wall of the labia, and is thereby able to decrease the risk of
falling-off the interlabial product fromthe |abia. For exanple, it is
preferred to use rayon or acetate having a 24 YC F-029 def orned

(non- ci r c® 4he inside sand just dikeithe\aylindrieal eartionr therflans pieses i22a, i22bdareor med
like Y type or C-type. It is also preferable that when the fiber is '
def or med” i&f8Q pemprised of the suface heeid3t,dheratisorbent hady 32,dthe okt i on of
perfect circularit since the fiber is increased in the specific surface
area as wside abeetrgi.r@d theesurfaer side sheeip3 1.t The suiface lsidesshéetcdt sthee sheet
is decreased in stiffness so that adhesion of the interlabial product to

t he i nner ahaprbest bodyid?, iapdi baakosidd shesti38tare aoméinuous from thal tylingricall t he
interlabial product fromlabia is reduced as well as the risk of nenstrual
bl ood | ealpgdion to thedlapmertiens.pr ef erred exanpl e of the surface side sheet,
such spun | ace _nonwoven fabric can be used, wherein 15 - 5nP6 synthetic
resin, 50 - 10fkpenambodimentt obntheataminateddypssis- nidinfyo eaplained imcthieat e ar e
m xed in these proportion and adjusted to with a specific weight per unit
area 20 - faaving, hewevehethe npresenbhineentidh dpunot doebes restrdctedses ihe wi dt h
by about 10 - 80% and further stretched in the |ongitudinal direction by
about 10 engmdimshhefdhistypespun | ace nonwoven fabric has a high
coarse-fineness gradient in a flat state, and is once relaxed in

i ntertw niTensibiltyh fi ber, this spun | ace nonwoven fabric is the one wherein
each fiber, especially, a synthetic resin having high single yamstiffness
is provided wi Theafingeri ingediark portiprr npamelydtheacylihdics! portipadnfayr bef i ber
projecting on the inner wall side of labia. Since this | ooped-formfiber is
abl e to rarangedisx asrial flaxilly taarespond tohearidusasizes ofi wearersrfingers by i nner
wal | of | abia and the surface of the interlabial product, the fiber is not
only in | beingiprayidedowith elasticdy tardensibility ableasbin thablateralitliréction imothabl e t o
reduce the flow velocity of menstrual blood flowi ng on the al nost fl at

i nner wal neighboshaad obihe didenddgeportiomn8ucthicharadtersticsecare bst sbtained! ood
nove to the absorbent body in the interlabial product. The height and pitch
of the | offiem icegugation tprotassingjire which the side XHige pOrtionORIformed: to bed by

t he net hod wherein the nonwoven fabric is varied in a widening rate and a
drawi ng r gathered hynhpressingothensidebedge iporticar ivitth a malet and i fenmalefrokis anong
the fiber according to the manufacturing nethod, or a conposite synthetic
resin of 8Aviagcdacessed: yand, pprojgatingh-postien sarranged ewith dntenads bin- sthee
structure is used and the percentage crinp of each single yamof the fiber
i s adj ust &ngityudinai Idirgcﬁi@.t£ﬁflemw7sbela®ne!astiammtgrialhéort bxample, cobberagiayon
ratio of the fiber. As still another preferable exanple of the surface side
sheet, a perused forithe sidecedge portion.aA ifiber sheet havieg elasticity,hespediallyph
thernoplastic film or a conposite sheet of said filmand nonwoveri fabric
can be nefibebsbeet pprtatping edastict filkem dorvexampiea marewpuen fabris aodtainingosi t e
sheet provided with I ots of nap-raised mnute projections by neans of water
j et treat Htgthanefiperis alsccappligable. The surface resi stance produced by said
proj ections reduces the drift velocity of nmenstrual bl ood on the surface of
t he surf afreaking Strength] and prevents the menstrual bl ood from flowi ng down
and secures absorption of the menstrual blood. A height of the projections
and a di st anceThefingen ingestiommoriioref ramely, toe oylindrical rportien,oh &hich- a4nm

Hei ght and di stance smaller than this range cause to decrease the gap for
menst r ual Welagerccanoinsedva finger inHbeilongitudinaladireetion wf tthe #tdrlabiabproaies
difficult to surely absorb the nenstrual bl ood, while the height and

di stance isxfaraichgnt thes gasmeet suifacewside taf thet backvsidehahpebjbgcbondingby body
pressure or the |ike when the interlabial product is inserted, therefore,
bot h casetogethemite rghdf andieft sidebedge quortioris of thié interiabide protret folid
entirely or partly be provided with holes, and a rate of the hole area is
pr ef er r edalomglthe longitudivafjeenterlihe. 30% A rate lower than this range has a

| ess effect on nenstrual blood noving to the side of the absorbent body,
and a rate higher than this range reduces a ratio contact 26
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YC F-029 between the interlabial product and the inner wall of |abia and so
the interlabial product is in danger of falling from between lYEtHi-GQQ
therefore, neither case is not preferable. Among these materials,
considering liquid novenent fromthe inner surface of |abia, chemcal
stinmulus due to an activator, and adhesion to the inner wall of |abia, such
spun | ace nonwoven fabric is preferred for the use, as rayon of 1.1 -

4. 4dtex fineness and 7 - 51 mmfiber length is lamnated 40 - 80%to total
speci fi c wei gh therbending postionfor h@djbgghgwdeaedgeimionayba hyeaking
4.4dtex fineness and 7 - 51 nmfiber length which is 14 - 42%to total

speci fi c ofergth ipqrefanrad tor ba aideaste30chhios higher6sThe dweaking istrength ist al
specific weight per unit area are m xed and | am nated on the garnent
surface svalue measured when| theeintedahial produst dsl cubd apaat in tiee tlongitudinal
specific weight per unit area of both layers is 20 - 60g/n2 ; and then the
fi ber ar edirection wiong the fokdedr ppdt andittbet oitnpadioasdardr hettl ;withndchubles,
thickness is adjusted within a range of 0.13 - 0.50mm In this case) since
t he bul ki raspectively,cand Ithe iaximium ténsild strengthiis)nerisStred byhstretelying the t he
garnment surface side even when the water-perneabl e sheet gets wet, the
adhesi on bondért pottien ahla speedabi d00ambwinreMarenipreféraljiybties ibreakingr Back
Si de Sheet] As a material used for the back side sheet, a simlar one to

t hose f or stréwrgthus imaecrangdef AeeB800eh, amd itds dnogh preferatre ¢hattherbrehking
material is used. In this case, it is preferable that the interl abi al
product i strersgtt ranges #0r-150¢N. a sanitary napkin (an interlabial product to
be used with a sanitary napkin). Further if non-water perneability material
i s used fplackingdAdgemtk si de sheet, the nenstrual blood, which is kept in the
absorbent body, is prevented froma | eak out of the interlabial product.
Furt her nor e t hs phowndn Fig:8catackirapdgent 42may beoappliedeorthalinnertsurfaeeer i al |
thereby in wearing the pad, the sweat and 27 YC F-029 the disconfort can
be | ower edf theccydipdfigalrprtion af theointertabialegireducteFiget (s 4 deyeloparentdefore
perneable filmsuch as a thin filnmed synthetic resin of PE, PP and the

l'i ke, a gte mylimdridal epdrtibm isofiprmeddandl thespetriphéral portion 444 | and wheh
inorganic filler and processed with an extension treatnent) a | am nated

fi | m conbpespherat podionad4tnpey banded tegetherbio forrartte roytindwidat popttormesftdre fil m
a nonwoven fabric of a spun bond or a spun |ace which are treated wth a
wat er r epthd eylindricalrpartign hrap dreendbimed cthiertatkihgragentiiscapplied todhe irmerf ace

t hereof nmay be preferably used. Further for a nethod of providing

venti | at i surface d@&nofidhercyliadriealbportion. A0 )a iprefesred! arrahgement fofrthea
capillary having 10 to 30% of pore area ratios and a pore size of 0.1 to

0. 6 nm t otexking: agentbitds ipcefereddhat e tackingcagend is appliedc onfthehallyofrthe
non-wat er perneability materials, a filmmainly of a | ow density

pol yet hyl fingertipDeni)  alengl thei horegitudinezh disectionabhdbe f foldedh partnd8 of thedensity
0.900 to 0.925g/cnB) with a specific weight per unit area 15 to 30g/ n2,
based on interlabialgiroducts When the tackingeagenttis arranged near the sileeoffthesballi | ity
not to hurt a wear feeling is considered. More preferably, during the pad

i s at t achefithedingestip,l @prass foose iscapplieddortbalinterabiakprodust by ¢thefingertiped wi t h
each other, with the pad which is used together or with the under wear, to
decr ease whesdhedftetlabjgdiprgdudtcsiinsentediin the [ahib,ftherefores thelprassifierceo t he
high friction) the filmis treated an enbossi ng process and the convex
upheaval gan tpreventsthdi fipgske from Kdewvigbingi tWhery tHe dirges ds adnasin out @fitthet by

| ess frictional resistance. [ Absorbent body'|] Materials to be used for the
absor bent cylindyicabpodioneaftéminskedion, ttkee |fingealcapabk idrawnidritthy relaxihgrtheal

pul p, rayon, acetate) natural cotton, water-absorbent polyner, fibrous

wat er - abspressimt fprdey atthe fingetipt iandf rdleasing the fingerire thé alireefion AfARe

YCF- 029 m xture bl ended as predetermned is made into a sheet by

t echnol ogcredctsfrom te imnes surfacéd ofi then gylindricabperiongirpthis ease, thettadkihgnent by
needling that are well known in the art. The sheet may be adjusted by

bul ki ng) bagemntrisngpplied deaer fet the fuided poirticrd thavhite thealbdntding pbrtiohhfert may
be used in a sheet or powdered. Their types of usage are not particularly

[ m t ed. - bending the Sidekiga portionsof tesintéabialprotuctal t hough any material can
e use
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as long as it is capable of absorbing and holding liquid (body fluid), to
be bul ky, hard-to-be deforned, |ess chemcally stinulant, and gl

flexible to fit into the | abia. Specifically, a nonwoven fabric sheet in
whi ch, 50 to 150 g/ n2 of pulp selected fromthe range of the fiber Iength
of 1 to 10 mmis |lamnated on the garnent face side and, on the body face
side, 150 to 250 g/n2 of a m xture obtained by m xing 60 to 90 % of rayon
with 1.1 to 4.4dtex fineness and 20 to 51 nmfiber length with 40 to 10 %
of natural cot b8 interiahial praduch efareiuseiis foldet radonrgl thenfalding poetiort, ande
formed into a sheet by dotted enboss processing to have 2 to 10 mm

bul ki ness theihacknside phegtenapbe tackechtogetharovia thertdnking agest. ImMthis eage, | i qui d
can be easily transferred fromthe body face side to the garnent face side
r esul t i ng tackedhgortiops of éhe back sidenshaetisda thertacking agent mgy depseparated
Furthernore, by providing a mesh spun | ace nonwoven fabric of rayon with
1.1 to 4. pytthe weacerss fingenl imsertian by anweareerintoethet finggr mseptiori podiomei ght
per unit area of 15 to 40 glnR2, the liquid transferred fromthe body face
si de can eylindricalpartiop), @nd the dackingiagentcie expobed itothecinder sudheosf the | over
the region of the pulp layer. Therefore) nore liquid can be effectively
absor bed. cylinifrieal pertjom; to cofelintoccomtact iwith thetihsertedfinger. t he danger that the
interlabial product nmay fall off labia, it is preferable to form an

adhesi ve porti Sheligckipglagenbisaapplidt ds aviorrd df lin¥§;Fa 8pfayeddotmoa mésherr f ace
of the surface side sheet for covering these. The interlabial product is
reduced i formihearda@dettersfornakal formy dfdots]lete.i Mgredver,as pasfengd tackingagent t he
nei ghbor hood of the |abia of a wearer. As the arrangenents of the adhesive
portion) s ptovided witma sufficientdndhorreffeat seds rattobedeftion thedirfger whew t he

| i ke can be enpl oyed. The position of the adhesive portion is not to be
speci f i cathe finger iedirawn| auty and the fackipgsagémteist preferred e s applied thy t he
body, however, the adhesive portion is preferred to be arranged in a
striped f oneansfofaising akoatemonprimtingdt h i n the | ongi tudi nal direction,

consi dering the neighborhood of |abia, especially, the existence of pubic
hairs in front Aofexamiple.of aAuletid/fer pealuating athesion dfanmdcm%agahvmg an
adhesi ve agent on the surface side sheet. As the adhesives i ch can be
used in the explaimed belowntSuch an gedluatidre shethodt is. theough iméasurimgt peesol ubl e
pol ymer, crosslinking agent) plasticizer, or water content can be

ment i oned stréngthe(referdo Fig.d 8k bkan atlhesiwephnd shbat birengthe(refes kol Fige19pofymer s,
gelatin, polyacrylic sodium polyvinyl alcohol, carboxyl-nethyl-cellul ose,
etc. can lhe adhesivecand is perfoanmpéd:by asingha constant speed) strgtoht tensitétestersol ubl e
metal salt such as calciumchloride, and magnesi um sul fate; and as exanpl es
of the pl asdiaBfems,long vndri0mm wide, stainless’ plate.aVhendhe evalugtion. teshis
addition to the above, a pressure-sensible hot nelt adhesive can al so be
used as awcaiidouly @ palyethytemerfim dfcabalitdhe sammosizems thehstainlesssplate fsensi bl e
hot nmelt adhesive conprises a synthetic rubber resin such as

st yr ene- i soptednwitls apragieshlecsrkas tpbe PSem WBd&)andsimmnienguamrd iscleft-attay r ene

bl ock copl oyner (SBS), styrene-ethyl ene-butadi ene-styrene bl ock copl oyner
(SEBS), orowmnytempertard €26- degree €lefot \3C muinutes kbeforshaynder Neg-PBe, and
can be obtained by nelt-blending therein a tackifier such as turpentine
resi n and pslyethyieéhd--filao is dightlyr ssperposed en thessfainless plateh sesthaxthe
Further, silicone resin adhesives can be used. As the silicone resin

adhesi ve, adhesiveus in confact withithe Istainidss plate, andds rolled by az@jentoilenbhlyh
essentially conmprise silicone resin or fluorocarbon polymer and is netal
salt of ploaeiwaynAnbther]dhefimadsieftratg, roenttemperdturep@0ydegree «€) for @0 as
ester wax, glycerine, machine oil, etc. Thus, there are many kinds of
adhesi ves niiputesdoninage teh test dipesimen. pdnttherpedi strength testthedsslysthyldie
stability of application, a pressure sensitive hot nelt adhesive is

pr ef er r edfifropartraf the destspecimen nerieuas deseritiad atsoveois peelidd bylipatlingdt ini t h

hi gh application stability, a nmelt-blended m xture of 15 - 25nP0 SEES, 15
35n% pl asthe directjoraofithDarrowQi s tshokin’ ineFiges) dil inethiel shvent strdgehctedat | on
inhibitor, a fluorescence inhibitor) etc. may be added to this pressure

sensi ti vethiopolysitihylend dimvpantiis fpulled inatheediséctidonl of thédEirow B shown in
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[ Structure of the interlabial pad provided wth biodegradability, water

di spersibility and water solubility) Preferably the interlabignpipgguct
according to the present invention is conprised of a materi al o(T;

bi odegradability andlor a material of water dispersibility and/or a
material of water-solubility. After using the product conprised of these
materials, it can be disposed into a toilet to flush, thereby the
destruction of the product can be easily and sanitarily achieved and the
gar bage i fit19.oHoMevesnasdhadest gepditions, anchuckydistancsa(grimyistance) is

"bi odegradabi ity neans that a substance is deconposed into gas such as
car bon di 8RecitiedasnEmanand atsifetching spredds spenified ami80mp/minrWhenobi c
condition according to the natural process under the existence of bacteria
r epr esent 8 HPeasuremanis cares carriedotauér acgatrdiogety thed ahbve methed, titais t he

bi odegradabi lity (biodegradable rate and bi odegradable 31 YC F-029
degree) oprafarablebthadnthe aneasyredo peehusteengih ofit theal Speciperer ist d®0such as
fallen | eaves or a synthetic polynmer generally recogni zed having the sane
bi odegr ad2800mMN/2%mosr andh éhe ameasained rs%naerstr.engﬁt of thi specimdn is 2900 reans
the sane as water degradability, where there is no effect fromthe [imted
armount of 1580@MN/2ama.rliheselare st valpes copsidering adaad ion wearer's iskins of | ar ge
anounts of water or under water flow, the fibers are easily dispersible
into at | east thus,| by applyingi ahfiogemtackingodackingt agest atl ledstnin theat er
solubility"” neans the property of not being affected by |limted anount of
wat er (nmeneighbarhasidooaf) thporfingeetousht pmintngnsdheblfiagen insedienarpurtiors of

wat er or under a flow of water [Surface Side Sheet] As a material for the
surf ace sslidingtcagsed odevyiation diebgeen the t intdrlabibd gpmdabt landy thenfinger can

di spersibility, and water solbility, spun |ace non-wven fabric can be
used, andsurely beaprayeptad entibthe irdedalialhptodigtiihasabeemdixedchetweenbthec of
which the fiber length is in a range of 1 -15mm As the other material s,
what is clabiaafter thedptextabisl prodigt is sectred bygdbe finget.i ¢ aci d and

pol y-butyl ene succi nate can al so be used, for exanple, it is also preferred
to use ne[Reveloped Sbapebven fabric made from polylactic acid as a raw
material and adjusted to with a specific weight per unit area 20 - 6081n2,
and spun bond Bevelapedshapes iin actordance withcospembodimeat ghthepiateriabial ar ea
isin a range of 15 - 308/ nR and the fineness is adjusted to 1.1 - 3. 3dtex.
As the ot peaduchvheraitsy developed ord planer afer shown lirrFig@nandiRig:d ObThe
adjusting so-called towin a range of 10 - 80gl n2 nay be used. The tow may
i ncl ude adeveloped ishppe, may mehettiptic, regg-shdped, tdvepshaped, dumbbelishaped,her eof .
[ Absor bent bod LﬂSarre materials having water perneability for the cover
sheet canobthe kel hewever; asishbwnoin Figd and diigpdns itbody becamefliptic shape

bi odegradability, water 32 YCF- 029 dispersibility and water solubility.
Furt her i with@ edfssi bl e to i ndependently use the absorbent materials such as
al ginic acid soda, starch, carboxynethylcellul oce and the |ike,

particl e-t ypedA®showpdn-fig.fcds 40 the shape obthe end pprtion 5% of the intarlabidglor m by
m xing these materials with same materials for the cover sheet) In respect
of the st prastugt §0dieforeethepsidetasige portions t52a, Bidb darpliqndedd thenbotdek dinar e
eligible) that is lamnated to with a specific weight per unit area 150 to
5009/ n2 t 84 &eBnesting theoside esige pottions 523a; 5i2h efithehintertdbiairpredudtimay Bet o 10nm
by a press device. It is possible to inprove the absorption capacity or
keepi ng afrthoggnajftotthe lopgitudinal centendine\b8xi Althoyghbther bender lind\54isch as
starch and the like in a ratio from5 to 3081nR2. [Back Side Sheet] As the
mat er i al sstraight lire nakig.%itbis may be arturved line. Aprefeoeddmider life is shaped

bi odegradability, water dispersibility, and water solubility, and which is
al so wat esymmuedrical mitherespeai tozhe dongitudinat centerdinels8. nent i oned, whi ch

|l am nates a filmmade fromwhat is called biodegradable resin such as a

pol yvi nyl al cok®lshomvAin Fid.hf), thef shapes fof dhe penu pdetibnib5 hofvtheeintarkabidll | ng
treatment with silicone resin etc. on a part or the whole of one side or
bot h si deprogiucP6 bieforg cannieéeting ithersidexedgepoHions|62ap62brmay be prosidedch
film polylactic acid or poly-butylene succinate, etc.) and tissue etc.
These nat withathe cutjingdinesxé4ia, W64t fromrtherside edygeeporions 624,221 offthe. 1 - 5
%to be colored as appropriate.
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As a specific constitution of a water-inperneabl e back side sheet) for
exanpl e, |am nated paper can be mentioned, which is formed by y@pighati ng a
filmconprising polylactic acid) and 10 - 20 ~ mthick tissue with a
specific weight per unit area in a range of 15 - 208/ nm2 within a range of 5
- 40% | am nation area ratio. It is preferable that such | am nated paper is
able to maintain water-inperneable property when the interl abial product
gets wet, and 33 YCF- 029 does not charge a too heavy burden to a septic

tank. (Boierapbiakpiesyrt inuthendireation of the fipgeginsertinn lbis pipfargbledhat the
bi odegradability, water dispersibility, water solubility) a bonding nethod
such as a8hape infasmedosymmeyricalmitbHespestdotthe longitudinalicagtendiner6s dihebi | i t y
or water swelling, a heat sealing) or a bonding by a hydrogen bonding, and
the |ike eutiingdingsade inodilimited4p laysteaightline but oaydbe a curvedrlinenat i on of t hem
adequately. (Manufacturing Method] The interlabial product constituted of
such mat eri al sSWhenathedntestabial wirotuathie thuseformedi intceatshape wdth deutrimthieact ur ed
by the followi ng manufacturing nethod conprising: a. a process for formng
t he shapeeofl pontorm @oextendingqubrtiom fromather tepaif ¢hedingertipds shottened andaess f or
| am nating the surface side sheet w der than the absorbent body on the body
surface skare dittednto dbeofihgertipbshispe aanm benobtained) soh¢hdataakwearsr atayet
wi der than the absorbent body on the garnment side of the absorbent body) c,
a pr ocess récagnizen(fiiomy thenfeelingfoidiee fingertiprdhringdnsertibe) that kthesfintpertipéein Wit h
each other on the periphery of the absorbent body, to form an absorbing
| ayer) d. the peighboshdar of dhelitap ertde ofitiwiiriterigbinh pesdumt,oamd tthis makes ttudi nal
easier for the wearer to apply sufficient pressing force to the ostium vaginae of
the menstrual blood outlet.
[Dimensions]
A lengthwise dimension (longitudinal dimension) and a widthwise
dimension (lateral dimension) of the interlabial product should be determined
not only within a range in which the interiabial product can be inserted and held
in the labia, but also 'considering the adhesion to the inside of labia. The
longitudinal length of the interlabial product is preferred to be 60 - 150mm, more
preferably, 80 - 120mm. In this case, when the length is longer than 150mm, the
interlabial product has a too large contact face between the garment side
surface thereof and an underwear or the like, and this causes friction force
stronger than the holding strength of the interlabial product by the labia
themselves, and the interlabial product is at the risk of coming off. On the
other hand, when the length is shorter than 60mm, the interlabial product
cannot have a sufficient area and volume for staying between the labia,
therefore, said interlabial product is prone to fall off.
The widthwise length of the interlabial product before the cylindrical

portion is formed is preferred to be 10 - 60mm, more preferably, 30 - 50mm. In
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center line in the lateral direction so that both side edge portions of the
back side sheet are neet each other, e. a process for partly _'bgg t he
over | appi ng peripheral portions, and f. a process for form ng the outer
contour by cutting. 34 YCF-029 As to the process a, the absorbent body is
cut into the prescribed formby being nmade to pass between a roll cutter
provided with a cenented carbi de edge and an anvil serving as a receiving
roller. Peripherals necessary for cutting the absorbent body into a shape
are suckethis caseeif thejwidth ishwidenthan 66mm pihevedgel partidnssofctheointdrtabial and
are then supplied to a pipe for dust collection and collected. O, this may
be such apmductsgb dbe ffemosalt tegiansapt thd wdarer ma thisitcausds fhgtionufdiceg and
accurrul ati ng the pul veri zed particles such as pul ps on neshes formng a
pr escr i bebetwegnethen everyrtiroe ividiery thehwearer moees)\Andyrif sech frigtioh oldingon. As
to the process b, this may be provided with a process for applying an
adhesi ve Skengthrexched diss forbe of tHeldpisathemsetvesuhdlding the detedhbiatl progudt,t he
absorbent body and the back side sheet. For exanple) when a hot-nelt type
adhesi ve saidapteriabil produdtdvetmelen tirel labia isyin dertgenofifalliagt affiMomtover r ange
of 140 - 180deg is press-fed into a supply hose by a gear punp and fed into
a mani f ol whenrtherwittlr issharrower tham 10mm, the éntdrabial pradumt cahnohkaveannel t,
and then a press-output rate is adjusted to 3 - 5081n2 a specific weight
per unit arema aaddapvalemedenatghvftoastagzbéteveeAstheo ldbia, pndcssid interidbtal
absorbent | ayer is made to pass between an enbossing roller on which a
press- pat product & proaentefalboffl t he anvil roller serving as a receiving
roller, heating the absorbent |ayer at a tenperature range of 70 - 160deg,
and pressing oA lorgitadiral dimenssior of dlye absorbent BbBp maybbdhd sahre asthgther al
portions. When the peripheral portions are bonded wwth a hot-nelt type
adhesi ve, obrthé hinyertabialbpratiedt,byndpmiayi be alranjed - witht 2t y ptommhepagiagusi ng
heat - seal i ng toget her, the adhesive is applied according to the nethod of
t he processndidef@ig the/@lexibilly Af the inberlgbiaicpadud). A widthbdiménsion lofytae
obtained by the process c is folded in the lateral direction so that the
si de edgeabsérbehtbbdcis arrargeshined ramrge 6f-80d70mns prbferhblgrin ayrahfe of 35! or
pl ates arranged on the right and | eft each so as to be gradual [y narrower
in the traéshmnEolibwing thispa widthoditkeensicn bbthe interlabiel prodoet it ay@ngadnost
al ong the longitudinal center line, an inducing line for folding it by
appl yi ng porsidering reasgi of finder- inkeMidn dmtthe afinlgerk ingdetions qpdrtion,f aadh ahe si de
of the back side sheet nay be provided. Moreover, the inducing |line for
f ol di ng mdimdresion tittledefilentedtsy bddomoesmenddhile Deing wors;iand therwddisisa net al
nold roller with a 0.3 - 2mmtip width, and is selected froma line form a
dashed | i arahgedto beat lesst dOnmrhorwiderewher the inde dabialqurodhetos ldenvglopader i s
made to pass between the enbossing roller stanped with the press-pattern
t her eon ainda pleneg preferabdy, litis asmangeddn asrange of §0eiRlmmm. r ol | er and t her eby
t he peripheral portions are bonded by being pressurized at a range of 1 -
3MPa at a tenphirthickness afthenintéfalieDpgegluct nelated to the pessent dhventiohois t he
enbossing pattern, but a staggered pattern of a 2.5mmw dth, a 0.5m®R2
enbossi ngpeefemed $o batlehd20mam, ndmore preferably 2 4+ 0m.s enbodi nent). As to
the process f, the absorbent |layer is made to pass between the roll

Since the interlabial product is inserted between the sensitive labia, a

20mm or thicker product gives a wearer a foreign feeling when she wears it. On
the other hand, when the thickness is 0.5mm or less, the enclosed absorbent
body’'s volume is prone to be insufficient for absorbing menstrual blood, and the
menstrual blood is in danger of oozing from the interlabial product.

The interlabial product may be used by itself, or it can be used together

with a sanitary napkin by putting it on the underwear, or it can be used together
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cutter provided with the cenented carbide edge and the anvil roller, and
the product is cut and forned into the outline in the fol ded s,t@_gQQThe
roll cutter is pressurized at a range of 0.5 - 2MPa. The surplus di sposal

| oss is sucked and supplied into the dust collection piping and coll ected.
[ 1 ndi vidual Wapping Bodyj Fig.11 illustrates a top view of one enbodi nent
of the individual wapping body. The wapping body 70 is fornmed | engt hw se,
and an unw apped opening 72 is . arranged so as to be opened in the |ateral

di r ect i onWiting:tamper, by insertingib in the YR9IRA.70 is formed by turning up both end
portions of the wapping 36 YC F-029 sheet, and bonding the upper and

| over end[MethedfanManwfaciering,baminaied Typeheet t ogether to be strippabl e
fromeach other. A tab tape 76 is attached on the overlapping part of the
wr appi ng sheet Ini thetintertabial produntethe; surfaneoside isheet nsgaﬂameﬂaoadﬁeemdu by
means of known techni ques such as press-force by heat-enbossing, and

i nt ert wi nsugacs sidel of thedabiserhend bodyoand ithe back side shdetds amanged on the
cross-sectional view taken along the arrowed |ine C-C of Fig.11l. The

wr appi ng gammaent sideobfidbe dtisorhend body. fdetween the wabesorbent |odyr and dbeand t he
end portion 77 thereof upper side, and the tab tape 76 is attached on the
unwr appedspdace sidersheetrar betweendbe absorbrnidodysand the badk isidet shedtphded
state so that the back side sheet 13 is faced to each other al nbst al ong

t he | ongi baadinglagentmay beé applied fordoading them togethes. t ab t ape 76, and
carries out a work for taking out the interlabial product while breaking

t he stri ppabl eTherparipheoalt partion #oemingstheopetiphenyr ofpthien@bsbrbent beidy. is3
illustrates a perspective cross-sectional view of the state in which the
wear er haforomeshby handingh thecsurface sidenshidetadnd e back sidey shéetewith Eaeh
interlabial product is arranged so that the finger insertion opening 26 of
t he cyl i notherabngddheionddy iss camied: ouinbyl mearisaof at $emlingvmettoet sogleasng 71
of said individual wapping body 70. The interlabial product is enclosed
bei ng f ol bedt-sealt and ultrasdniasegal,corsa bdading2bgente sogke rasd anvhetrmeeltetype
interlabial product is unsealed. It becones possible for the wearer to

wat ch t he bopdingdagent| ansbaniemulsiondtype Honding agent, iantee combirstionr afdbath

i mredi ately when the product is unseal ed, and to speedily secure the

i nt er| abi aealngdndt boyding fmetheds. Mhushdhe abserbiogepartior rafathiealntenakbialct i s
still enclosed in the other end portion 78 of the interlabial product and
can be mapraductésifomnedt he wr appi ng sheet, so the surface side sheet 11 of
the interlabial product does not conme into contact with the finger,

t heref ore, theFollowingabisaltherabsorbingaayer integrating the absotben2bodyrtheari |y
also when it is taken out. Mreover, since the wearer is induced into the
state in shiface side isbedt andethenbapbsidershzet isf falded imdheilaiead! direglionng body
encl osing the interlabial product by one hand at the time of unsealing it,
such a t r alemgetheslongudinakbcenter dinepsathattthashadckasitle hieet fiacas ipalf withbody
can be prevented. The wearer picks up the tab tape by the other hand to
open the eachpghen and Mn.uheioyeﬂammmrieherawort&a isrpeathp bandedrandyis71 of

t he individual wapping body is faced to the opposite side of the fol ded
part 19 ofut idoiapeedetprminedrsivpe: keeping Hbe foldedpstate apdhisigoformstheaced to
the sane side of the folded part, the wearer observes the fol ded part of

t he i nt er pallinglofgheinterlabial preduct. ne of unsealing it, she has to turn the
interlabial product enclosed in the wapping body to find out the finger

i nserti on[BendingMeatbedked on the rear surface side of the interlabial
product) therefore, this nakes the insertion operation conplex and | acks in
snoot h i nsertiAs apsethadofor Phedingathe wyerapring assidesedgd qrortidres \of sthpi ng
sheet is chosen froma single .use or |amnation of tissue, non-woven
fabric, finteslakiaktproduct foldedalong the lorgitudimaleckntdolihe, methods suckaaki | m
essentially conprising | owdensity polyethyl ene (LDPE) adjusted to a

speci fi c heatysealpand witrasonie seahnayi aghdriding Zyphtisuch asah hot-gwitetype. Such
a constitution is nore preferable, as nenstrual bl ood adhering to |abia
does not bondingragentandaan emulsionitgpé ibogding agent} erthenusé of seakingtanthe ti ne
of insertion, |lam nation of non-woven fabric and a filmcan be used for the
pur pose. bondiagragents togethareancbeempleyedobt ai ned by lanminating a film
essentially conprising LDPE adjusted to a specific weight per unit area
ranging 5 - 20g/n2 on one side of conplex non-woven fabric conposed of spun
bond, nelt-blown and spun bond of 6 - 10gsnm) 5 - 20gsm and 6 - 10gsm by

wei ght, respectively, can be used. 38 21



YC F-029 Moreover, when water washability is considered, the wapping

materi al s can be obtained fromnon-woven fabric or a filmof Kgmrgpgadable
polylactic acid, poly-butylene succinate, polylactic acid, poly-isocyanate,
starch, etc.; water-soluble materials can be obtained froma film
essentially conprising of poly-vinyl alcohol; and toilet paper can al so be
used. To be concrete, lamnation of a film of poly-isocyanate adjusted to a
specific wei ggh per. unit area ranging 5 - 1081ln2 and water-sol ubl e paper to
be adj usted tdVhenjaeheatsql Igmsegea Seding Avidth is AEANggediis a rangs efpl can be
mentioned, Since it becones possible to re-enclose the interlabial product
in the i ndMN GARSIARARG A fRYORRIG weardeelirg bollawing dbisnihe,sealing mayebe

i ndi vi dual wrappi.ng body, and interlabial product of water sol uble

mat er i al s3ranged fike @ ernfinugbs Jisen fowswer, éﬁ@l arrpngemesnts sochaspa slasbed can be
di sposed of in a flushing toilet at the same tine, and this facilitates

di sposal kg Riteqnaiely aaraying exbendsd pettieg andiiavnenhpnded pertion, Eodpttedhe

i ndi vi dual wrappi ng body for enclosing the interlabial product constituted
as the abioi, and ayaesh it ara msde pyeferable.ol | owi ng manuf act uri ng net hod
provided with the follown rocesses, that is; a) a process for arranging
t he wrappi ng shekanding mggg &ﬂ bendiag disticking) teash maleti@pdioteuelt dypeor t he
| oner surface to the transport direction of the interlabial product, b) a
process fbendinglagantgwhich are genarsliyl ugad, @t be rusede andappiexgmplesitaby
folding the end portion 78 of the wapping sheet fromthe folding part 19
si de of tPeessHresensgiiive hp-meltdype bandmng: agentarndradhemmarsansihle hatrmeltn si de
of the interlabial product) then folding up one end portion 77 of the

wr appi ng typedondingragast gan bgramployedntine gressure sensitive ihot-malbbondingl
product toward the folding part 19 of 39 YCF-029 the interlabial product,
and over | agehtng camprgiagpi mAiblyeeta wi synthetia otrubber c)resimr osees f a8

bondi ng the upper and | ower end edges 74a, 74b of the w appi ng sheet

t oget her ) syrenedisoprenecstyeane dvlockit copajymee (818)pistyrephdutadiane-styrene

prescri bed dinensions. In the process a), the wapping sheet wi der than the
i nt er | abi bloclreqnelymes (88&) styreneretimdenelbutadianeastypaneddack capeolymepr ocess
b), the interlabial product is enclosed in the wapping sheet by folding
one side (BEBS$) tand a@m—n@wy@naéprqpvlmermrem blionly copotymey, andecast be he
interlabial product toward the peripheral bonding portion side of the

i nt er | abi abtafmhesdby melt-blendingl therein @p aghesinriadditive isuchvaspterpesecesinf r om
the peripheral bonding portion of the interlabial product toward the

f ol di ng pand argsigiresincandha dlasiisizer like wax®tc. and overl appi ng the w appi ng
sheet with each other This nethod is to prevent such a m s-operation as a
wear er has to Apether thermerspnsibles thattmelt obendiag f agerts, these opssentially
interlabial product) by folding the wapping sheet fromthe folded part 19
si de of t@@MPFsiag| amiolafinyipeutasin havingepolyr weolefin s g basa resiacasube a
dinmension as is sufficiently able to cover the w dthw se di nension of the

i nt er | abi aMpPiAYedAs eXamples. it is possible to prevent a wearer's finger from
touching the surface side sheet when she takes the interlabial product out
of the w appi nthusodanyrkisdgrafiainding agentsiexistohawevesy coasidgrigaistahility r om t he
folding part side of the interlabial product by the sailor plates arranged
on the righapplicatipes it iepeefegedde use adhgmersensiplenhot-meradhesives Asravel |'i ng

direction, and is folded one by one to enclose the interl abial Froduct.
thermo-sensible - hot-melt adhesive having high application stability, a

melt-blending of 45 - 55m% poly- o -olefin, 10 - 15m% plasticizer, and 35 -
45m% adhesion additive can be used as an example. As to this thermo-sensible
hot-melt bonding agent, 0.1 - 1.0m% oxidation inhibitor and fluorescence
inhibitor may be added thereto.

Such a bonding agent is applied in a line form, a spiral form, a sprayed
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In the process c)) the wapping sheet enclosing the interlabial product 40
YC F-029 therein is nade to pass between the enbossing roller ytageed wth
the press-pattern thereon and the anvil roller serving as the recelving
roller, and the upper and | ower end edges 74a, 74b of the wapping sheet
are bonded together by being pressurized at a range of 1 - 2MPa at a
tenperature of 60 - 130deg. Although the enbossing pattern is not to be
restricted, it m\m be Provi ded with a 3 - 10nm bondi ng I ength, and a
lattice pfRMdranviirikesTams gis. Maseaver §ingectheaifderiabialcpradyict s ingertade used.
This process may be provided with a step for affixing a tab tape to stride
over the bebveerpihedabiaraf awarman andpisi &gr@n&{om@d) of survedesurfggsisnip part
may be coated with an adhesive for bonding the part. Such an arrangenent
makes it 638N k9 ccreate geneeallyr at softiatlnoisphiesh@bleut e pproductna oprinting

unseal ing part. Mreover, the arrangenment prevents the entry of dust and
dirt duri metbedriaguitable whepaan application methed adengs thh curved sudiagesnis sheet
is made to pass between the roll cutter provided with a cenented carbide
edge and sBRect8di| roller, and the individual wapping body is forned by
cutting off the upper |later sheet. The roll cutter is pressurized at 0.5 -
2MPa. The sur pWhemavashabiityds diansisesed,othearbonding @geatds sseledteddfromt o t he
dust collection piping for collection. Both of the front and back sides of
t he i ndi vip@lymensr appiing bowwhielmy be hydroxXide o cupolythessir f acessich[ Anotdser
Enbodi ment of | ndividual Wappi ng Body] Another enbodi nent according to the
present i polexyethylenedpalyoxppropyeene Fglycalt i etca t @pevi olymedizete ofo t he

i ndi vi dual wrappi ng body 80 in accordance with anot her enbodi ment of the
present i tverma-plastici pplydnylsalgobolo sasim,e starcm giasta; hgelatin,c poljesterapaiygl t he
arrowed line DD of Fig.14. In the 41 YCF- 029 enbodi nent in Fig.14, the

t hree si deesis2 oofmixtures nafi @i preasurer sensitive ladtgsize cessentially tconiprising iappabl e,
to enclose the interlabial product inside. The tab 84 is a guide for the
unseal i ng syathetici nubbeg sush ashstyrenesethytene/bytadignetstyrentobldekl copolymeer n t he
| ateral direction along the longitudinal center line. The figure

i 1l ustrat éSEBR, fi ngetyrenesisoprane-styeetieng of blogk i nt exdpalyimaér pr od(81S),
arranged on the side of the unsealing part 81 of the individual wapping
body. As shweme-butaliena-styremee blacker cepolgnepr (8BR) etey ladewdtessaluble
folding a single wapping sheet in half. O, the interlabial product may be
encl osed batetalsrgushiasghydrophilicpeiivajors starcls paste; gelatinretcshape on each ot her
and bonding their four sides together so as to be strippable. As shown in
Fi g. 15, t (Materials faxtSurfacersidrisheétt pl aced so that the finger insertion
opening of the cylindrical portion of the interlabial product is positioned
to face the unibelsurfpceosidesshesit isgpreferretl $o cheawalerapermeabie ands@ be

selected from materials not stimulative to skin. For example, non-woven fabric
obtained from the manufacturing methods of melt-blown, spunbond, through-air,
point-bond, needle-punch, spun lace, etc. can be used, however, considering a
ratio of contact with the inner wall of labia, it is preferable to singly use
non-woven fabric obtained from the manufacturing methods of spun lace,
melt-blown, needle-punch, etc. or to use some of them combined.

It is also preferable to use single or mixed sheet-like fiber selected from
rayon, acetate, cotton and pulp as natural fiber, or homo-fiber made of a
synthetic resin or conjugated fiber of a sheath-core structure,

hydrophilization-treated synthetic resin, etc. Concretely, spun lace non-woven
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Such a structure makes it possible for a wearer to visually check the
finger insertion portion, nanely, the cylindrical portion at tyhepsgge tine
when she unseal s the individual wapping body. Here) the tab is fornmed in a
shape of a picking tab 84 on the individual wapping body so that a wearer
can visually check the position of the unsealing part, however, the tab
shape is not to be restricted to this enbodinent. Fig.16 is a plane
schematic of the individual w appi ng body 90 in accordance wi th another
embodi mentfaljic elge CaR becused, whieh isHat tam%bn adiystiag mmied fibetinpropogionn i n
Fig.16, in_addition to the heat seali ng 92, the unseali n% part may be
opened by ohrihkita% s¥nthetic Jikeri dns 30m% rnaturl catiesi #9 ofO5MP% raysn eral i ng
92. The individual wapping body is so structured tgat t he wearer can
vi sual | y #getatetp mtbzaasemngwcmtfnemg@ﬂ graa 20t 4g/mbr carfounding itike fiber
i nterlabial groduct t hrough the broken opening of the perforations, and the
edge port iitseé byf measstofrtbe wates coafeunsing doethpd hdaing éalandgdjastihg the
perforations are provided inside of the edges. As to the perforations, the
tear part thickness tod.di-t1hOmm range of 0.5 - 5nm and the width is not wi der
t han 3nm consi dering the prevention of the entry of dust and dirt. The
posi tion of théhdargasen fore mixingr dhersyndhetic gesint inf then abave espyinhtdcee si de
edge end of the individual wapping sheet, and it does not matter whether
t he |ine inoncwevar fabrricids tthat ithe otdiumecand intet-fiber i distancercam@adily rbem one
edge end up to about the mddle point. The breaking strength is within a
range of maintairedievedmwhen thee sudfaceasiddi skeeti gats wedl framecontatemidthl y, 0. 3
- 1.5N 25mm (t he breaking strength of the perforations, speed; 100minin).
In this cdmenstuat bieod. oruthern therséasamfarmavlittiey bov cpmpiougiiingheatief of the t he
heat-sealing part 92 is preferred to be increased in the bonding strength
so as not syotheticdiber jsothiat the fierarigidity isimaintined aven mhentthediper gbtsowet Fi g. 17
is a plane schemati c showi ng an enbodi ment in which the interlabial product
i s hel d batithemenstmalblapg, thgreforese compodnting mors thandecessantie il ddnger heat
sealing 102, and then the three sides are provided with the perforations
104. Wt h of hurtingntherinnegeatt of labia daeto Fhe fibér gidityi Rrefétredisymthetic fiben
visually check the finger insertion portion as soon as she breaks the
per f or at i éhsinglfikensich as polyptdpylene, éPPhlpalyethylede (PEi),sanyt pelyethylenet he
wearer's hand via the wapping sheet, the insertion operation is sanitarily
per f or ned tevephthalateofREE), drdibesdaormed framfgraét polymesibatian of REhandnPBy | abi al
sheet and the finger.

further, a sheath-core structure of which the core is PP or PET and the sheath is

PE, or an eccentricity type sheath-core structure, or complex synthetic fiber of
side-by-side structure. Moreover, it is also preferable to use thé fiber by making
it cloudy by mixing a filler comprising titanium oxide, calcium carbonate, etc. in a
range of 0.5 - 1.0m% as necessary.

The fiber length of the fiber used with the above spun lace non-woven
fabric ranges 15 - 60mm when it is natural cotton, and ranges 25 - 5tmm when
it is rayon or acetate, and the fineness is to be selected from the range of 1.1 -
6.6dtex. In this case, a preferred point is that use of fiber having a high
specific surface area can increase a contact area with the inner wall of the labia,
and is thereby able to decrease the risk of falling-off the interlabial product from

the labia. For example, it is preferred to use rayon or acetate having a
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In both enbodi mrents shown in Fig.16 and Fig.17, the individual wapping 43
YCF- 029 body may be provided with a print (for exanple, an arr nﬁéyj))
different cut forms in the front and rear in the nei ghborhood of the

begi nning of the perforations (for exanple, the edge end is cut round), or
t he individual wapping body made asymmetric in the |ongitudi nal direction)
etc., so as to visually suggest the wearer of the perforations. Wen the

i ndi vi dual  wrappi ng body is nmade asymmetric in the |ongitudinal direction,
by form ngefarmaddnongiraulany £pessgestiay o which the fjbercrbsy semtioness wi der
toward one side end portion, nmaking it face in the w dening direction,

maki ng t hdefarmgst likeySetypeoar dbtypeng lbfs alse prefgmblé tkatr when ther fibemis ace in
the narrow ng direction, and positioning the finger insertion portion to
face in tdefarmeshimghelicress iseation lifecomparad o Ithathwithr thiel grogs asaxtion bf hand
on the narrower part, the finger insertion is directed toward the wearer at
the same PerFecheiraularityrsings the fikenis increasadin. the spesificisaifade @res asiwelt v
Since the interlabial product of the present invention is provided with a
cyl i ndri cas ipothei inter-fibereair igap; d¢berehby, tie sorfacéisigersheet idelecreaseideih, t he
finger can be secured until the interlabial product is taken out and

i nserted stiffnegs so thatoadhesidroofjtheiiitedabial peducbto tfe inmer iwdliesf abigls
product is naturally guided to the direction of the |abia, and a wearer can
i nsert t hémpraved| apdathaprtbeluisk ohifaling @iff therintgriabial prsduct iffom pabiat isby
securing the product with the ball of the finger faced to the side of the
back si dereduged. asiwell agthéri6R of Wentstiual bloadieakage is1. An interl abi al
product which conprises a water-perneable surface side sheet, a back side
sheet) and an Absanothartprefatred exampiobthegsimfabe sidei shedit, spuhesplirelaseen t he
surface side sheet and the back side sheet, the interlabial product

conpri si ngonwoyen ifabii¢ cah beousednwhereihiish- Sni% hetitnrdsin, i 50 eriopg%when
the interlabial product is used; and wherein said cylindrical portion
conpr i sesnatirdl sottémcandifdetheh@6t) 85m% ixyok of dectabteeire mixedSin thedesor bent

body. 2. The interlabial product according to claim1, conprising a flap
portion proportion and adjusted to with a specific weight per unit area 20 - 50g/m?, and
wherein the obtained spun lace is increased in width by about 10 - 80%, and
further stretched in the longitudinal direction by about 10 - 80%. Since this
spun lace nonwoven fabric has a high coarse-fineness gradient in a flat state,
and is once relaxed in intertwining among fiber, this spun lace nonwoven fabric
is the one wherein each fiber, especially, a synthetic resin having high single
yarn stiffness is provided with a spring-back property, and has almost
looped-form fiber projecting on the inner wall side of labia.

Since this looped-form fiber is able to relaﬁ( frictional resistance in the
shearing direction on the inner wall of labia and the surface of the interlabial
product, the fiber is not only in less danger of hurting the inner wall of labia but
is also able to reduce the flow velocity of menstrual blood flowing on the almost
flat inner wall of labia toward underwear, and this helps the menstrual blood

move to the absorbent body in the interlabial product.

The height and pitch of the loop-like form to be projected can be
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as a sector formarea adjacent to said cylindrical portion, wherein said
flap portion conprises said surface side sheet, said back si deYcﬁh_@Q , and
sai d absorbent body. 3. The interlabial product according to claiml or 2)
characterized in that said cylindrical portion gets gradually smaller in
di aneter along a finger insertion direction when it is used. 4. The
I nteriabial product according to any one of clains 1 - 3, characterized in
that said cylindrical portion is extended up to an end portion of the
i nt er | abi genteliesiby the énethodawhereifethe nerweovem fahiriceist vasied iana wideningai d
cylindrical portion covers a wearer's finger inserted in said cylindrical
portion. mteTand ardrawingirate, or soeconwoven dabric isovangd iminteftwirling fierceé - 4,
characterized in that said cylindrical portion is extensible or elastic at
| east in amoagethe fihereactendings to Tthe manefactbiing methohd; t om@ wodipusiteo any
one of clainms 1 - 5, characterized in that the flap conprises a pair of
fl ap pi ecegnthetic resia ¢f aaecrentricdy itype shebthatoner stlucturenoc @ sideepy-sidany one
of clainms 1 - 6) characterized in that a tacking agent is applied on an
i nner sur stgeturd issased @nd ther permkentaget crimp fafreachf singler yam off thehfibéri isger . 8.
The interlabial product according to any one of clains 1 - 7) wherein
adjusted by utilizing the differences among the thermal contraction ratio of the
fiber.
As still another preferable example of the surface side sheet, a porous
film made by perforation, heat-press, or the like of thermoplastic film, or a
composite sheet of said film and nonwoven fabric can be mentioned. Among
these, the nonwoven fabric part of said composite sheet provided with lots of
nap-raised minute projections by means of waterjet treatment is more
preferable. The surface resistance produced by said projections reduces the
drift velocity of menstrual blood on the surface of the surface side sheet, and
prevents the menstrual blood from flowing down and secures absbrption of the
menstrual blood. A height of the projections and a distance between them are
preferred to be in a range of 0.1 - 4mm.
Height and distance smaller than this range cause to decrease the gap
for menstrual blood to flow into the interlabial product, and it becomes difficult to
surely absorb the menstrual blood, while the height and distance exceeding this
range may cause to get down the projections by body pressure or the like when
the interlabial product is inserted, therefore, both cases are not preferable.
Moreover, the surface side sheet may entirely or partly be provided with
holes, and a rate of the hole area is preferred to be in a range of 3 — 30%. A rate
lower than this range has a less effect on menstrual blood moving to the side of

the absorbent body, and a rate higher than this range reduces a ratio contact
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sai d absorbent body is enclosed between said surface side sheet and said
back side sheet, and wherein said back side sheet is disposedyidppdg of
said cylindrical portion. 9. The interlabial product according to any one
of claims 1 - 7, wherein said absorbent body and said back side sheet are
encl osed in said surface side sheet, and wherein said surface side sheet is
di sposed i nside and outside of said cylindrical body. 10. The interl abi al
product according to any one of clains 1 - 9, wherein said interl abi al

product i Bebvesnohecinteriabial predictandciae inner wall of fakialangi so the intertabial
according to any one of claims 1 - 9) wherein said interlabial product is a
product f Brodust is i danpgei f falling fropm betyeeen labiaytherefore;, meithemeasepismptbody
conprising the interlabial product recited in any one of .clainms 1 - 11,
and a wr apfefeepbitheet for entirely covering and enclosing said interl abi al
product. 13. The individual wapping body according to claim 12, wherein
sai d i nterl abi Amopgothese matedalseconpidendg eliquid smovement fromhthef lirmerpi eces
open when the individual wapping body is unwapped. 14. The indivi dual
wr appi ng Surdgcen of dabianghemical stimulas auelfy aohactivater iangdadnesibmttotthe
I nterlabial product is disposed so that the finger insertion opening of
sai d cyl i imher sedll pfdabiapisuck spanilacenedwoueh daleric iscprefenred forrtheaseniasg of
sai d individual wapping body. 46

rayon of 1.1 - 4.4dtex fineness and 7 - 51mm fiber length is laminated 40 - 80%

to total specific weight per unit area on the body surface side; rayon of 1.1 -

4.4dtex fineness and 7 - 51mm fiber length which is 14 - 42% to total specific

weight per unit area and PET which is 6 - 18% to the to total specific weight per

unit area are mixed and laminated on the garment surface side; and the two

layers are laminated so that the to total specific weight per unit area of both

layers is 20 — 60g/m?; and then the fiber are intertwined by water jet intertwining

and dried ; and the thickness is adjusted within a range of 0.13 — 0.50mm. In

this case, since the bulkiness can easily be maintained by mixing PET in the

rayon on the garment surface side even when the water-permeable sheet gets

wet, the adhesion to the inner wall of labia can be maintained.

[Materials for Back Side Sheet]

As a material used for the back side sheet, a similar one to those for the

surface side sheet can be used when a water-permeable material is used. In

this case, it is preferable that the interlabial product is used together with a

sanitary napkin (an interlabial product to be used with a sanitary napkin).

Further if non-water permeability material is used for said back side sheet,
the menstrual blood, which is kept in the absorbent body, is prevented from a
leak out of the interlabial product. Furthermore the pad can be comprised of

water vapor permeability material, thereby in wearing the pad, the sweat and
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YCF- 029 15. A nethod for manufacturing an individual wapping body
conprising: a process for folding the interlabial product accegsh-pggto any
one of claims 1 - 11 in tw parts in a lateral direction along a

| ongi tudi nal center tine, and a process for enclosing said interl abial
product in the wapping sheet. 47

. AHy. ANS. Aayr. ANf. AN . Aufr. Aayr. ANy . Aafr. AaL. Aufr. Aafr. AaS. AaS. A,

y_.Ay_. ANyr. Aay_. ANy _. AayL. Aufr. AS. ANfr. A

yr. A(_. Authendiseomfqrt Cambe lgweredNg ANy . A(_. Ay . Aayr. ANL. A L. A fr. Ayr. A
yr.ANS. Ay_. A(_. A(yr.A L. AN . ANy_@\3BOW "h .

(Jf &+3} xsni d_ 70 cgphameaiptalfcef banvaterpeaneabiity) ngncwptes) pemeable fiima) caj ca
] ca] ca] ca] ca] ca] ca] ca] ca]ca]ca]ca]c:a]ca! %]f ]

7111) " syeh-es-a s Shveseami atic) sesin of P AR andathedikeajacaasppangablpcal caj c
a] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca! &&

‘n'’ ((Q(((ilﬂ) opmprized-of -acsynthetici s fitkehvith-inorganiafiller atdcprocassed withca] caj ¢
a]J ca] ca] ca] ca] ca] ca] ca] ca]ca] ca] ca ca} cal] ca] ca] ca] ca] ca] ca] ca]ca]ca] ca]ca]c
al =: _::::Bp extension treatment, a laminated film combined with of a paper nonwoven

;5 <" <n<| <<=G===>0>>>77?7?f ??7??%@ @A\ A} xsni d_Z] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca
] ca] ca] cafahiiccand sjooavater permepdle bk, cajroawexpo SpdEE of |a spun|besmidcel 8a! - ApAA
A- BsBB CPCCCD DbDDDE

EqFHg LWL LspesEsieUwhichzasestreated] with @avateraepelignt awithh pcgdscpeagable desioa) cal ca:
] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca! ZZ ybbbdh$i *i 2i kpppr
<t xxxz{ 4} fils riomdBHcar) @atesn] siaface] thefreef] maycké paéfesdbiv|usedc ducthpe ddca) ca cal
ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] cal u, ; Al S5;

EH- 3<(} xsmeth@] of peavidiag ventiEtion] arapoajwater peragability gheel,dhsceligibieda] ca] ca] -
ca] cal ca] ca] ca]ca] ca] ca]ca]ca]ca]calcal(}l1JOUN%J dn} xsni d_Z] ca] ca] ca] ca] ca
] ca] ca] cafara) aadapilaryhasingal @ ¢4 36Yc of patecateaaiatios ajpom & @4]toa] ca] ca
] ca] ca] ca!

CT] pl <M3KP{§ s towiard]thejabspeent dpdy] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca]
ca] ca] ca] ca] ca] ca] ca] ca]ca] ca] ca] ca] ca] ca]ca![ainzg

~1 Y! <$B$J$} xs nMdrejcoatreté expoyile af applying ajonayvater edrmejability Matetlials] @aa) cal ca
] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca! J$&a&E&-"v' (U((()”")))) 0*u***5+;
+D+#- 0$2* fila 368inECdKk a low_dénsifycpdlyeihyldnea{l2P £ jsc eligiblecwhich] isadbtained] ca] ca]
ca] ca] ca] ca] ca] ca] ca] ca]ca] ca] ca]ca]ca] ca]calca]cal 88 888 9790999-:i:::!1;1;
. Uxg<<<=from-a-range-of 2a/dprsity 0.900ctg Geq%'glcmd. owithc a) specific] waight jpeajunit] ca] ca)
ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca! V?f ???K@/@aaglL A{ AA
BZB~BBC>ChGEDRBLID obasad on} thentotalAhass peT ewjtcaieaadfcthiecedropdsitidna] cal ca
] ca] ca] ca] ca] ca] ca] ca] caL(l:ja] ca] ca] ca] ca] ca] cacleca] ca}wca] ca] cal] ca@sf H*~ 10%0&
"()- y' 10%be flexihilty@met t9 hurin wear feelingoisawensidered. More preferably, during

109008 () - ML$10%08& () - 3BOWhI *-1 10%0&' () - + 1090& (g- 110908 () - ~109%& () -

f s10%0%' ( Yhe paghis aitacheshistween labia, nendvater pgnoeakility)sheets areccontacted

with each other, with the pad which is used together or with the under wear, to
decrease a fear of dropping the interlabial pad from the labia due to the high
friction, the film is treated an embossing process and the convex upheaval
portion is disposed, thereby it may decrease a ratio contact by less frictional
resistance.
[ Absorbent body ]

Materials to be used for the absorbent body contained in the interlabial
pad include pulp, chemical pulp, rayon, acetate, natural cotton, w_ater-absorbent

polymer, fibrous water-absorbent polymer, synthetic fiber or a mixture thereof. A
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Materials for the sheet may be used in a sheet or powdered. Their types
of usage are not particularly limited.

It is preferable for the absorbent body, although any material can be used
as long as it is capable of absorbing and holding liquid (body fluid), to be bulky,
hard-to-be deformed, less chemically stimulant, and highly flexible to fit into the
labia. Specifically, a nonwoven fabric sheet in which, 50 to 150 g/m? of pulp
selected from the range of the fiber length qf 1 to 10 mm is laminated on the
garment face side and, on the body face side, 150 to 250 g/m? of a mixture
obtained by mixing 60 to 90 % of rayon with 1.1 to 4.4dtex fineness and 20 to
51 mm fiber length with 40 to 10 % of natural cotton by this mixing ratio is
laminated, which then to be formed into a sheet by dotted emboss processing to
have 2 to 10 mm bulkiness, and more preferable to have 3 to 5§ mm bulkiness.
Thereby, liquid can be easily transferred from the body face side to the garment
face side resulting in the improvement of the absorbing and holding capacity.
Furthermore, by providing a mesh spun lace nonwoven fabric of rayon with 1.1
to 4.4dtex fineness and 25 to 51 mm fiber length by a specific weight per unit
area of 15 to 40 g/m? the liquid transferred from the body face side can be
diffused by the mesh spun lace to be induced to aimost all over the region of the
pulp layer. Therefore, more liquid can be effectively absorbed.

[Adhesive portion]

In order to further reduce the danger that the interlabial product may fall

off labia, it is preferable to form an adhesive portion by applying an adhesive
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product is reduced in the danger of falling by adhering the adhering portion in
the neighborhood of the labia of a wearer.

As the arrangements of the adhesive portion, a plane form, a dotted form,
a mesh form, a striped form, or the like can be employed. The position of the
adhesive portion is not to be specifically limited as long as it is possible to fix the
product to the body, however, the adhesive portion is preferred to be arranged
in a striped form of about 1 — 5mm in width in the longitudinal direction,
considering the neighborhood of labia, especially, the existence of pubic hairs in
front of labia.

“Adhesive portion” can be formed by applying an adhesive agent on the
surface side sheet. As the adhesives which can be used in the present invention,
a gel adhesive etc. comprising water-soluble polymer, crosslinking agent,
plasticizer, or water content can be mentioned. To be more concrete, as
eiamples of the water-soluble polymers, gelatin, polyacrylic sodium, polyvinyl
alcohol, carboxyl-methyl-cellulose, etc. can be mentioned; as examples of the:
crosslinking agents, water-soluble metal salt such as calcium chloride, and
magnesium sulfate; and as examples of the plasticizers, glycerine, wax, paraffin,
etc. can be used.

In addition to the above, a pressure-sensible hot melt adhesive can also
be used as an adhesive for forming the adhesive portion. The pressure-sensible
hot melt adhesive comprises a synthetic rubber resin such as
styrene-isoprene-styrene block coploymer (SIS), styrene-butadiene-styrene
block coploymer (SBS), styrene-ethylene-butadiene-styrene block coploymer
(SEBS), or styrene-ethylene-propylene-styrene block coploymer (SEPS), and

can be obtained by melt-blending therein a tackifier such as turpentine resin and
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P <anef <= dEwurjfhg/rb)s m%dﬁé‘ § s_m Sa1 Oe/d%weg) can be used. As the silicone resin
adhesive, a mixture composed by blending of crosslinking agents which
essentially comprise silicone resin or fluorocarbon polymer and is metal salt of
platinum, molybdenum, antimony, etc., and a polymerizer such as ester wax,
glycerine, machine oil, etc.

Thus, there are many kinds of adhesives for forming the adhesive portion,
however, considering the stability of application, a pressure sensitive hot melt
adhesive is preferred for the use. As the pressure sensitive hot melt adhesive
with high application stability, a melt-blended mixture of 15 - 26m% SEBS, 15 -
35m% plasticizer, and 40 - 70m% tackifier can be mentioned. An oxidation
inhibitor, a fluorescence inhibitor, etc. may be added to this pressure sensitive
hot melt adhesive within a range of 0.1 - 1.0m%.

[Structure of the interlabial pad provided with biodegradability, water
dispersibility and water solubility]

Preferably the interlabial product according to the present invention is
comprised of a material of biodegradability and/or a material of water
dispersibility and/or a material of water-solubility. After using the product
comprised of these materials, it can be disposed into a toilet to flush, thereby
the destruction of the product can be easuly and sanitarily achieved and the
garbage in a toilet can be decreased.

In this Specification, “biodegradability” means that a substance is
decomposed into gas such as carbon dioxide or methane, water, and biomass
under anaerobic or aerobic condition according to the natural process under the

existence of bacteria represented by actinomycetes and other microbes, and

also means that the biodegradability (biodegradable rate and biodegradable
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leaves or a synthetic polymer generally recognized having the same
biodegradability under the same environment. “Water dispersibility” means the
same as water degradability, where there is no effect from the limited amount of
water (menstrual blood) upon use, whereas in conditions of large amounts of
water or under water flow, the fibers are easily dispersible into at least small
pieces which cannot clog the toilet plumbing. “Water solubility” means the
property of not being affected by limited amount of water (menstrual blood)
upon use, but being soluble in large amounts of water or under a flow of water.
[Surface Side Sheet]

As a material for the surface side sheet for providing it with
biodegradability, water dispersibility, and water solbility, spun lace non-woven
fabric can be used, and it is also preferable to use wet spun lace non-woven
fabric of which the fiber length is in a range of 1 - 15mm. As the other materials,
what is called biodegradable resin such as polylactic acid and poly-butylene
succinate can also be used, for example, it is also preferred to use melt-blown
non-woven fabric made from polylactic acid as a raw material and adjusted to
with a specific weight per unit area 20 - 60g/m? and spun bond non-woven
fabric of which the specific weight per unit area is in a range of 15 - 30g/m? and
the fineness is adjusted to 1.1 - 3.3dtex. As the other materials, a dissolved fiber
from fiber composites by adjusting so-called tow in a range of 10 — 80g/ m? may
be used. The tow may include acetate, rayon, synthetic resin by itself or a
combination thereof.

[Absorbent body] |
Same materials having water permeability for the cover sheet can be

used for materials of the absorbent body to apply biodegradability, water
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and the like, particle-typed or fiber-typed super absorbent polymer, or to use a

form by mixing these materials with same materials for the cover sheet,

In respect of the structure of the absorbent body, the wood pulp and the
like are eligible, that is laminated to with a specific weight per unit area 150 to
500g/m?to enclose into tissue and is adjusted the thickness from 2 to 10mm by
a press device. It is possible to improve the absorption capacity or keeping
ability of the menstrual blood by mixing absorbent body such as starch and the
like in a ratio from 5 to 30g/m>.

[Back Side Sheet]

As the materials for the back side sheet which can be provided with
biodegradability, water dispersibility, and water solubility, and which is also
water impermeable, laminated paper etc. can be mentioned, which laminates a
film made from what is called biodegradable resin such as a polyvinyl alcohol
(PVA) film, a film sheet provided with water-repelling treatment with silicone
resin etc. on a part or the whole of one side or both sides of PVA film, a PVA film
mixed with silicone resin, a starch film, polylactic acid or poly-butylene succinate,
etc., and tissue etc. These materials may be mixed with inorganic pigments in
a range of 0.1 - 5 % to be colored as appropriate.

As a specific constitution of a water-impermeable back side sheet, for
example, laminated paper can be mentioned, which is formed by laminating a
film comprising polylactic acid, and 10 - 20 x m thick tissue with a specific
weight per unit area in a range of 15 - 20g/m? within a range of 5 - 40%

lamination area ratio. It is preferable that such laminated paper is able to

maintain water-impermeable property when the interlabial product gets wet, and
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dispersibility, water solubility, a bonding method such as adhesion by polyvinyl
alcohol and the like having water solubility or water swelling, a heat sealing, or a
bonding by a hydrogen bonding, and the like can be used individually or can be
used in a combination of them adequately.
[Manufacturing Method]

The interlabial product constituted of such materials in accordance with
the present invention can be manufactured by the following manufacturing
method comprising:

a. a process for forming the shape of the absorbent body into a
predetermined form,

b. a process for laminating the surface side sheet wider than the
absorbent body on the body surface side of the absorbent body, and
laminating the back side sheet wider than the absorbent body on the
garment side of the absorbent body,

c. a process for bonding the surface side sheet and the back side
sheet with each other on the periphery of the absorbent body, to form an
absorbing layer,

d. a process for folding the absorbing layer along the longitudinal
center line in the lateral direction so that both side edge portions of the back
side sheet are meet each other,

e.  aprocess for partly bonding the overlapping peripheral portions,

and

f. a process for forming the outer contour by cutting.
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being made to pass between a roll cutter provided with a ‘cemented carbide

edge and an anvil serving as a receiving roller.

Peripherals necessary for cutting the absorbent body into a shape are
sucked to the side of the anvil roll provided with suction holes and are then
supplied to a pipe for dust collection and collected.

Or, this may be such a process as forms the shape of the absorbent body
by sucking and accumulating the pulverized particles such as pulps on meshes
forming a prescribed shape and transcribing them on a conveyor belt with
suction.

As to the process b, this may be provided with a process for applying an
adhesive between the absorbent body and the surface side sheet, and the
absorbent body and the back side sheet. For example, when a hot-melt type
adhesive is applied, the hot melt melted by heating in a temperature range of
140 - 180deg is press-fed into a supply hose by a gear pump and fed into a
manifold for uniformalizing the flow rate distribution of the hot melt, and then a
press-output rate is adjusted to 3 - 50g/m? a specific weight per unit area and
pressed out of a nozzle.

As to the process c, the absorbent layer is made to pass between an
embossing roller on which a press-pattern is stamped and the anvil roller
serving as a receiving roller, heating the absorbent layer at a temperature range
of 70 - 160deg, and pressing on it at a pressure rage of 1 - 3MPa, to bond the
peripheral portions. When the peripheral portions are bonded with a hot-melt
type adhesive, or they are bonded by applying the hot-melt type adhesive using
heat-sealing together, the adhesive is applied according to the method of the

process b.
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folded in the lateral direction so that the side edges of the back side sheet are
faced to each other by the sailor plates arranged on the right and left each so as
to be gradually narrower in the travelling direction. In order to fold the absorbing
layer almost along the longitudinal center line, an inducing line for folding it by
applying pressure ranging 0.5 - 1MPa onto a disk-like roller from the side of the
back side sheet may be provided. Moreover, the inducing line for folding may be
provided on the absorbent body. The inducing line is a metal mold roller with a
0.3 - 2mm tip width, and is selected from a line form, a dashed line form, etc.

As to the process e, the folded absorbing layer is made to pass between
the embossing roller stamped with the press-pattern thereon and the anvil roller
serving as the receiving roller and thereby the peripheral portions are bonded
by being pressurized at a range of 1 - 3MPa at a temperature ranging 70 -
160deg. There is no restriction for the embossing pattemn, but a staggered
pattern of a 2.5mm width, a 0.5mm? embossing area is intended at 0.5mm
intervals (in this embodiment).

As to the process f, the absorbent layer is made to pass between the roll
cutter provided with the cemented carbide edge and the anvil roller, and the
product is cut and formed into the outline in the folded state. The roll cutter is
pressurized at a range of 0.5 - 2MPa. The surplus disposal loss is sucked and
supplied into the dust collection piping and collected.

[Individual Wrapping Body]

Fig.11 illustrates a top view of one embodiment of the individual wrapping

body. The wrapping body 70 is formed lengthwise, and an unwrapped opening

72 is arranged so as to be opened in the lateral direction. The individual

wrapping body 70 is formed by tumning up both end portions of the wrapping
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sheet together to be strippable from each other. A tab tape 76 is attached on the
overlapping part of the wrapping sheet in the center. The strippable bonding can
be achieved by means of known techniques such as press-force by
heat-embossing, and intertwining by male and female embossing.

Fig.12 illustrates a cross-sectional view taken along the arrowed line C-C
of Fig.11. The wrapping sheet is folded with the end portion 78 thereof lower
side and the end portion 77 thereof upper side, and the tab tape 76 is attached
on the unwrapped portion 72. The interlabial product is enclosed in the folded
state so that the back side sheet 13 is faced to each other almost along the
longitudinal center line. A wearer picks up the tab tape 76, and carries out a
work for taking out the interlabial product while breaking the strippable bonded
portions 74a, 74b of the wrapping sheet,

Fig.13 illustrates a perspective cross-sectional view of the state in which
the wearer has opened the one end portion 77 of the wrapping sheet. The
interlabial product is arranged so that the finger insertion opening 26 of the
cylindrical portion 20 is positioned to face the unwrapped opening 71 of said
individual wrapping body 70. The interlabial product is enclosed being folded so
that the flap pieces 22a, 22b are opened when the interlabial product is
unsealed. It becomes possible for the wearer to watch the cylindrical portion 20
of the enclosed interlabial product immediately when the product is unsealed,
and to speedily secure the interlabial product by a finger.

In that case, the interlabial product is still enclosed in the other end
portion 78 of the interlabial product and can be maintained via the wrapping
sheet, so the surface side sheet 11 of the interlabial product does not come into

contact with the finger, therefore, the interlabial product can be handled
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sanitarily also when it is taken out.

Moreover, since the wearer is induced into the state in which she holds
the end portion 78 of the individual wrapping body enclosing the interlabial
product by one hand at the time of unsealing it, such a trouble as the interlabial
product may fall off the wrapping body can be prevented. The wearer picks up
the tab tape by the other hand to open the end portion 77.

It is preferable that the unwapped opening 71 of the individual wrapping
body is faced to the opposite side of the folded part 19 of the interlabial product.
If the unwrapped opening 71 is faced to the same side of the folded part, the
wearer observes the folded part of the interlabial product at the time of
unsealing it, she has to tum the interlabial product enclosed in the wrapping
body to find out the finger insertion portion formed on the rear surface side of
the interlabial product, therefore, this makes the insertion operation complex
and lacks in smooth insertion operation.

The wrapping material used for the wrapping sheet is chosen from a
single use or lamination of tissue, non-woven fabric, film, etc., and is not to be
restricted. To be specific, a film essentially comprising low-density polyethylene
(LDPE) adjusted to a specific weight per unit area ranging 15 - 30g/m? is used
in general. Such a constitution is more preferable, as menstrual blood adhering
to labia does not come into contact with the finger inserted in the sack at the
time of insertion, lamination of non-woven fabric and a film can be used for the
purpose. To be more concrete, a complex obtained by laminating a film
essentially comprising LDPE adjusted to a specific weight per unit area ranging
5 - 20g/m? on one side of complex non-woven fabric composed of spun bond,

meit-blown and spun bond of 6 - 10gsm, 5 - 20gsm and 6 - 10gsm by weight,

respectively, can be used.
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Moreover, when water washability is considered, the wrapping materials
can be obtained from non-woven fabric or a film of biodegradable polylactic acid,
poly-butylene succinate, polylactic acid, poly-isocyanate, starch, etc.:
water-soluble materials can be obtained from a film essentially comprising of
poly-vinyl alcohol; and toilet paper can also be used. To be concrete, lamination
of a film of poly-isocyanate adjusted to a specific weight per unit area ranging 5
- 10g/m? and water-soluble paper to be adjusted to a specific weight per unit
area ranging 15 - 30g/m? can be mentioned.

Since it becomes possible to re-enclose the interlabial product in the
individual wrapping body after use by composing both of the individual wrapping
body and interlabial product of water-soluble materials, the individual wrapping
body and the interlabial product can be disposed of in a flushing toilet at the
same time, and this facilitates disposal work.

[Method for Manufacturing Individual Wrapping Body]

The individual wrapping body for enclosing the interiabial product
constituted as the above can be manufactured by the following manufacturing
method provided with the following processes, that is;

a) a process for arranging the wrapping sheet at least on one
side of either the upper surface or the lower surface to the transport
direction of the interlabial product,

b) a process for enclosing the interabial product in the
wrapping sheet by folding the end portion 78 of the wrapping sheet
from the folding part 19 side of the interlabial product toward the
peripheral bonding portion side of the interlabial product, then folding

up one end portion 77 of the wrapping sheet from the peripheral

bonding portion of the interlabial product toward the folding part 19 of
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c) a process for bonding the upper and lower end edges 74a,
74b of the wrapping sheet together, and
d) a process for cutting the wrapping sheet into the
prescribed dimensions.

In the process a), the wrapping sheet wider than the interlabial product is
overlaid on the interlabial product.

In the process b), the interlabial product is enclosed in the wrapping
sheet by folding one side 78 of the wrapping sheet from the folding part 19 side
of the interlabial product toward the peripheral bonding pbrtion side of the
interlabial product, then folding up one side of the wrapping sheet from the
peripheral bonding portion of the interlabial product toward the folding part 19 of
the interlabial product, and overlapping the wrapping sheet with each other.

This method is to prevent such a mis-operation as a wearer has to open
the wrapping sheet from the folded part of the interlabial product, by folding the
‘wrapping sheet from the folded part 19 side of the interlabial product. Further,
the folding width has such a dimension as is sufficiently able to cover the
widthwise dimension of the interlabial product. Thus, it is possible to prevent a
wearer's finger from touching the surface side sheet when she takes the
interlabial product out of the wrapping body.

The wrapping sheet is folded by being guided from the folding part side of
the interlabial product by the sailor plates arranged on the right and left each so
as to be gradually narrower in the travelling direction, and is folded one by one
to enclose the interlabial product.

In the process c), the wrapping sheet enclosing the interlabial product
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press-pattern thereon and the anvil roller serving as the receiving roller, and the
upper and lower end edges 74a, 74b of the wrapping sheet are bonded together
by being pressurized at a range of 1 - 2MPa at a temperature of 60 - 130deg.
Although the embossing pattem is not to be restricted, it may be provided with a
3 - 10mm bonding length, and a lattice pattern with a 0.5mm? embossing area
‘and a 1.0mm pitch may be used.

This process may be provided with a step for affixing a tab tape to stride
over the overlapping part of the wrapping sheet. Or, the overlapping part may
be coated with an adhesive for bonding the part. Such an arrangement makes it
possible for a wearer to visually check the position of the unsealing part.
Moreover, the arrangement prevents the entry of dust and dirt during storage
and is sanitary.

In the process d), the wrapping sheet is made to pass between the roll
cutter provided with a cemented carbide edge and the anvil roller, and the
individual wrapping body is formed by cutting off the upper later sheet. The roll
cutter is pressurized at 0.5 - 2MPa. The surplus parts to be disposed of are
sucked and supplied into the dust collection piping for collection. Both of the
front and back sides of the individual wrapping body may be cut into curved
surfaces.

[Another Embodiment of Individual Wrapping Body]

Another embodiment according to the present invention is described
here.

Fig.14 is a top view outline of the individual wrapping body 80 in

accordance with another embodiment of the present invention. Fig.15 is a

cross-sectional schematic taken along the arrowed line D-D of Fig.14. In the
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bonded to be strippable, to enclose the interlabial product inside. The tab 84 is a
guide for the unsealing part. In Fig.15, the interlabial product is folded in two in
the lateral direction along the longitudinal center line. The figure illustrates the
finger insertion opening of the interlabial product arranged on the side of the
unsealing part 81 of the individual wrapping body.

As shown in Fig.14, the interlabial product may be enclosed by folding a
single wrapping sheet in half. Or, the interlabial product may be enclosed by
superposing two wrapping sheets of the same shape on each other and
bonding their four sides together so as to be strippable.

As shown in Fig.15, the interlabial product is placed so that the finger
insertion opening of the cylindrical portion of the interlabial product is positioned
to face the unsealing hole 81 of said individual wrapping bddy 80.

Such a structure makes it possible for a wearer to visually check the
finger insertion portion, namely, the cylindrical portion at the same time when
she unseals the individual wrapping body.

Here, the tab is formed in a shape_ of a picking tab 84 on the individual
wrapping body so that a wearer can visually check the position of the
unsealing part, however, the tab shape is not to be restricted to this
embodiment.

Fig.16 is a plane schematic of the individual wrapping body 90 in
accordance with another embodiment of the present invention.

According to the embodiment shown in Fig.16, in addition to the heat
sealing 92, the unsealing part may be opened by breaking the perforations 94

arranged inside of the heat sealing 92.

The individual wrapping body is so structured that the wearer can visually
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opening of the perforations, and the edge portions of the three sides are bonded

by heat sealing, and the perforations are provided inside of the edges.

As to the perforations, the tear part length is within a range of 0.5 — 5mm,
and the width is not wider than 3mm considering the prevention of the entry of
dust and dirt.

The position of the dashed line is preferred to start from one lengthwise
side edge end of the individual wrapping sheet, and it does not matter whether
the line is connected up to the other edge end or it is arranged from one edge
end up to about the middle point. The breaking strength is within a range of 0.2

- 3.0N/25mm in the lateral direction, and more preferably, 0.3 — 1.5N/25mm
(the breaking strength of the perforations, speed; 100mm/min). In this case, the
perforations make an unwrapped opening, therefore, the heat-sealing part 92 is
preferred to be increased in the bonding strength so as not to be strippable, to
avoid misunderstanding the operation.

Fig.17 is a plane schematic showing an embodiment in which the
interfabial product is held between two wrapping sheets and the four sides are
bonded by heat sealing 102, and then the three sides are provided with the
perforations 104.

With such an arrangement in both Fig.16 and Fig.17, a wearer can
visually check the finger insertion portion as soon as she breaks the
perforations. Moreover, since the interlabial product is grasped by the wearer's
hand via the wrapping sheet, the insertion operation is sanitarily performed
without contact between the surface side sheet of the interlabial sheet and the
finger.

In both embodiments shown in Fig.16 and Fig.17, the individual wrapping
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s in the front and rear in the neighborhood of the beginning of the
perforations (for example, the edge end is cut round), or the individual wrapping
body made asymmetric in the longitudinal direction, etc., so as to visually
suggest the wearer of the perforations.

When the individual wrapping body is made asymmetric in the
longitudinal direction, by forming the individual wrapping body so that it
gradually becomes wider toward one side end portion, making it face in the
widening direction, making the finger insertion opening of the finger insertion
portion face in the narrowing direction, and positioning the finger insertion
portion to face in the widening direction, the wearer will naturally grasp it by

hand on the narrower part, the finger insertion is directed toward the wearer at

the same time as the wrapping body is opened.

Industrial Applicability
Since the interlabial product of the present invention is provided with a
cylindrical portion formed thereon in which a finger can be inserted, the finger
can be secured until the interlabial product is taken out and inserted in labia,
and the longitudinal direction of the interlabial product is naturally guided to the
direction of the labia, and a wearer can insert the interlabial product while

confirming the insertion point by securing the product with the ball of the finger

_ facéd to the side of the back side sheet.
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1. An interlabial product which comprises a water-permeable surface side
sheet, a back side sheet, and an absorbent body for absorbing body fluid
disposed between the surface side sheet and the back side sheet, the
interlabial product comprising:

a cylindrical portion in which a finger can be inserted when the interlabial
product is used; and

wherein said cylindrical portion comprises said surface side sheet, said
back side sheet, and said absorbent body.

2. The interlabial product according to claim 1, comprising a flap portion
as a sector form area adjacent to said cylindrical portion,

wherein said flap portion comprises said surface side sheet, said back
side sheet, and said absorbent body.

3. The interlabial product according to claim 1 or 2, characterized in that
said cylindrical portion gets gradually smaller in diameter along a finger
insertion direction when it is used.

4. The interlabial product according to any one of claims 1 - 3,
characterized in that said cylindrical portion is extended up to an end portion of
the interlabial product along the finger insertion direction, and

that said cylindrical portion covers a wearer's finger inserted in said
cylindrical portion.

5. The interlabial product according to any one of claims 1 - 4,
characterized in that said cylindrical portion is extensible or elastic at least in a
lateral direction.

6. The interlabial product according to any one of claims 1 - 5,

characterized in that the flap comprises a pair of flap pieces.
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8. The interlabial product according to any one of claims 1 - 7, wherein
said absorbent body is enclosed between said surface side sheet and said back
side sheet, and

wherein said back side sheet is disposed inside of said cylindrical portion. -

9. The interlabial product according to any one of claims 1 - 7, wherein
said absorbent body and said back side sheet are enclosed in said surface side
sheet, and

wherein said surface side sheet is disposed inside and outside of said
cylindrical body.

10. The interlabial product according to any one of claims 1 - 9, wherein
said interlabial product is a product for incontinence.

11. The interlabial product according to any one of claims 1 - 9, wherein
said interlabial product is a product for absorbing vaginal discharge.

12. An individual wrapping body comprising the interlabial product recited
in any one of claims 1 - 11, and a wrapping sheet for entirely covering and
enclosing said interlabial product.

13. The individual wrapping body according to claim 12, wherein said
interlabial product is folded up and enclosed so that the flap pieces open when
the individual wrapping body is unwrapped.

14. The individual wrapping body according to claim 12 or 13,
characterized in that the interlabial product is disposed so that thé finger
insertion opening of said cylindrical portion is positioned to face the unwrapping

opening of said individual wrapping body.
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15. A method for manufacturing an individual wrapping body comprising:
a process for foiding the interlabial product according to any one of
claims 1 - 11 in two parts in a lateral direction along a longitudinal center line,

and

a process for enclosing said interlabial product in the wrapping sheet.
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