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(54) WOUND DRESSING WITH THREE-LAYER STRUCTURE AND PREPARATION METHOD 
THEREOF

(57) The present invention discloses a 3-layered
wound dressing and its method of manufacturing. The
dressing comprises a wound contact layer, absorbent
middle layer and outer layer. The said wound contact
layer is a nonwoven made of a blend of hydrophilic fibres
and hydrophobic fibres. The said absorbent middle layer
is also a nonwoven made of another blend of hydrophilic

fibres and hydrophobic fibres. The said outer layer is a
hydrophobic nonwoven. The said wound dressing can
transfer the fluid vertically so that the wound exudates
can be absorbed and transferred to the middle layer, pre-
venting the maceration of the surrounding skin. The said
wound dressing can be used in the management of
chronic wounds, particularly for heavy draining wounds.
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Description

Technical field

[0001] This invention relates to a three-layered wound
dressing and its method of manufacturing.

Background art

[0002] Advanced wound management requires wound
dressings with a high absorption capacity as well as a
sufficient moisture retention capacity. This will make the
dressing capable of providing a moist environment for
optimum wound healing. The current fibrous wound
dressings, such as alginate, chitosan and carboxymethyl
cellulose (CMC) fibres or their blending, all have an ab-
sorbency of between 12-20 g/100cm2.
[0003] The typical example is EP 0927013B1 which
disclosed a wound dressing that is made of two gelling
fibres.
[0004] The base weight of these dressings is normally
at 100-150 gsm, therefore their absorbency is limited,
typically maximum 25 g/100cm2. This will be insufficient
when it comes to a heavily exudate wound. In that case,
the dressing will have to be changed more frequently.
Therefore there is a need for a high absorbency wound
dressing, specifically higher than 30 g/100 cm2.
[0005] Furthermore, some fibres (such as alginate, chi-
tosan and CMC) are all hydrophilic, they have a strong
wicking ability. When an area of the dressing has ab-
sorbed the fluid, the absorbed fluid will quickly spread
over to other areas. This is not ideal for wound care, for
example, when the dressing absorbs the wound fluid, it
may allow the absorbed fluid wicked over to the areas of
healthy skin, this is also called lateral wicking. The
healthy skin will be damaged by the maceration of the
wound fluid.
[0006] EP078378B1 designed a three-layered wound
dressing. The wound contact layer has some therapeutic
effect to the wound, such as blood clotting etc. The middle
layer is a hydrophilic fabric layer and the outer layer is a
permeable polyurethane membrane. This method can
provide some therapeutic treatment to the wound but did
not solve the lateral wicking problem.
[0007] EP1303239 disclosed a three layered wound
dressing. The wound contact layer of the dressing is a
grid coated adhesive to fix the wound onto the body. The
middle layer is an absorbent layer which is also covered
by the outer layer. The dressing is featured with a grid
coated adhesive.
[0008] All these designs have high absorbency but do
not provide the solution for lateral wicking. What is need-
ed is vertical wicking, which can take the absorbed fluid
away from the wound contact layer but not spread it lat-
erally over to the healthy skin. Therefore there is a need
for a dressing which has properties of high absorbency
and vertical wicking.

Disclosure of invention

[0009] The present invention provides a three-layered
wound dressing. The dressing consists of three layers,
i.e. wound contact layer, middle absorbent layer and out-
er layer. The wound contact layer comprises hydrophilic
fibres and hydrophobic fibres. The middle absorbent lay-
er comprises some other hydrophilic fibres and hydro-
phobic fibres. The outer layer comprises hydrophobic fi-
bres.
[0010] The objectives of the wound contact layer is to
absorb and transfer quickly the wound fluid to the middle
absorbent layer. This transfer is almost vertical, i.e. with
no or very little lateral transfer, thus ensuring the majority
of the wound fluid is transferred to the middle absorbent
layer, not to the surrounding areas. The middle absorbent
layer is designed to absorb and to retain the wound fluid.
The outer layer can be a coloured fabric so to differentiate
it from the wound contact layer. Because the outer layer
is a hydrophobic material, it can help to keep the wound
fluid absorbed by the middle layer within the dressing.
[0011] According to the present invention, the wound
contact layer contains 75% or less by weight (of the
wound contact layer) hydrophilic fibres and hydrophobic
fibres. The proportion of hydrophilic fibre is preferably
60% or less, most preferably 50% by weight. This is dif-
ferent from the design theory of some traditional dress-
ings where the wound contact layer is made up with 100%
hydrophilic fibres. With 100% hydrophilic fibre, it is diffi-
cult to avoid lateral wicking and maceration of surround-
ing healthy skin. The present invention has surprisingly
found that by adding a certain percent of hydrophobic
fibres to the dressing, the lateral wicking can be reduced
or prevented. According to the present invention, the hy-
drophilic fibres in the wound contact layer can be selected
from: viscose fibres, absorbent acrylic fibres, absorbent
polypropylene fibres, Lyocell fibres, alginate fibres, chi-
tosan fibres, carboxymethyl cellulose fibres (CMC), car-
boxy ethyl cellulose (CEC) fibres, acylated chitosan fi-
bres, carboxymethyl chitosan fibres. The hydrophobic fi-
bres in the wound contact layer can be selected from
polypropylene fibres, polyester fibres, nylon (Polyamide)
fibres, polyethylene fibres, hydrophobic chitosan fibres,
bi-component fibres.
[0012] Amongst the above hydrophilic fibres, the vis-
cose, lyocell, alginate, carboxymethyl cellulose, carboxy
ethyl cellulose, acylatedd chitosan fibres are all well
know. Chitosan fibres are normally hydrophobic, but can
be made hydrophilic by adding certain surfactants or by
other modifications. The same apples to acrylic and poly-
propylene fibres.
[0013] The difference between hydrophilic and hydro-
phobic fibres can be seen by a simple sink test. When
the fibres are placed onto a water surface, the hydrophilic
fibres will sink but the hydrophobic will not. This test can
be described in details as follow:

1. Take a beaker with 200 ml of distilled water;
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2. Take a fixed amount of fibre e.g. 1 gram;
3. Make fibres into a knot so they are not spread over
on the water, then place it into the beaker;
4. If the fibre knot sinks within 5 seconds, it is hy-
drophilic otherwise hydrophobic.

[0014] Hydrophilic and hydrophobic fibres can be
mixed at a certain ratio at carding stage, then opened
together, followed by carding and crosslapping which will
make further blending. The wound contact layer can be
a needle punched nonwoven. If the hydrophobic fibres
contains bi-component fibres, the fabric can also be
made by passing the web into a high temperature oven
or a pair of hot rollers which will make the bi-component
fibre partially melt causing the interlink between the bi-
component fibres.
[0015] The wound contact layer can be bonded with
the other two layers by needle punching, it can also be
made by adhesive or heat laminating. This is very much
dependent on the handling requirement of the finished
dressing and whether the dressing contains fibres with
a low melting point. If the dressing contains fibres with a
low melting point, the lamination can be made with any
of three methods (needling, heat or adhesive). If the
dressing dos not contain fibres with low melt point, the
lamination can only be made with needling and adhesive.
In general, the heat lamination and adhesive lamination
will make the finished dressing feel rigid and hard (harsh
handling). If softness is one of the key requirements, nee-
dle punching is the best way for lamination of three layers.
[0016] It is also possible to laminate the wound contact
layer directly onto the other two layers after blending,
opening and carding.
[0017] Accordingly to the present invention, the weight
of the wound contact layer is between 50-500 g/m2
(gsm), preferably 80-450 gsm, most preferably 100-400
gsm.
[0018] Accordingly to the present invention, the, mid-
dle layer also contains hydrophilic and hydrophobic layer.
The percentage of hydrophobic fibres shall be 75% or
less (by weight of the middle layer), preferably 60% or
less, most preferably 50% or less. The main objective of
the middle layer is to absorb wound exudates transferred
from the wound contact layer, therefore one of the key
characteristics of the present invention is the high ab-
sorbency of the middle layer. The ratio between the hy-
drophilic fibres to the hydrophobic fibres in the middle
layer shall be selected according to the requirements of
the finished dressing. With some hydrophobic fibres in
the middle layer, it can reduce some gelling fibres forming
gel blocks which may prevent the spreading of the fluid
along the middle layer thus limiting the absorption capac-
ity of the layer. However too much hydrophobic fibre will
reduce the absorption capacity of the middle layer.
[0019] Accordingly to the present invention, the hy-
drophilic fibres on the middle layer can be selected from
absorbent chitosan fibres, viscose fibres, Lyocell fibres,
alginate fibres, carboxymethyl cellulose fibres, carboxy

ethyl cellulose fibres, acylated chitosan fibres, car-
boxymethyl chitosan fibres, cross-linked acrylates copol-
ymer super absorbent fibres, wood pump. The hydropho-
bic fibres can be selected from polypropylene fibres, pol-
yester fibres, nylon (Polyamide) fibres, polyethylene fi-
bres, hydrophobic chitosan fibres, bi-component fibres.
[0020] The above hydrophilic fibres have their own
characteristics such as carboxymethyl cellulose fibres,
carboxy ethyl cellulose fibres, acylated chitosan fibres,
carboxymethyl chitosan fibres and cross-linked acrylates
copolymer super absorbent fibres (SAF) are all very ab-
sorbent. The alginate fibres can release calcium ions,
the chitosan fibres are bacteriostatic, and the viscose
fibres have high wet strength.
[0021] The middle layer can be made into fabric first
before laminating to the layers. It can also be made into
web then laminated to the outer layer directly.
[0022] Accordingly to the present invention, the weight
of the middle layer shall be between 80-500 gsm, pref-
erably 100-450 gsm, most preferably 100-400 gsm.
[0023] Accordingly to the present invention, the outer
layer is made with hydrophobic fibres and can be selected
from polypropylene fibres, polyester fibres, nylon (Polya-
mide) fibres, polyethylene fibres, hydrophobic chitosan
fibres, bi-component fibres. The bi-component fibres in
the present invention can be PE/PP fibres, or Nylon
(Polyamide)/PE, or PET/Nylon (Polyamide).
[0024] Most hydrophobic fibres are made with hot melt
method, therefore the outer layer of the present invention
is usually made with hot melt spinning or spunbond meth-
ods. Forthose fibres that are not made by hot melt meth-
od, it can also be made with hydro entanglement method.
[0025] Accordingly to the present invention, the weight
of the outer layer shall be between 10-100 gsm, prefer-
ably 10-80 gsm, most preferably 10-60 gsm.
[0026] Accordingly to the present invention, the wound
contact layer, middle layer and the outer layer can be
coloured or not coloured (original color of the fibre). In
general the outer layer is coloured and the wound contact
layer is not coloured so that the end user (such as nurse
or doctor) can tell the outer layer and the wound contact
layer. The middle layer is usually not coloured.
[0027] Accordingly to the present invention, the dress-
ing of the present invention can be made into antimicro-
bial by adding some antimicrobial agents such as silver,
silver compound, silver complex, Polyhexamethylene
biguanide (PHMB) and honey etc can be added to hy-
drophilic fibres and/or hydrophobic fibres in the wound
contact layer and/or middle layer.
[0028] The present invention does not limit the method
of adding antimicrobial agents. These methods include:

• Adding antimicrobial agents such as silver nitrate,
silver chloride, silver carbonate, silver sodium zirco-
nium hydrogen phosohate into polymer solution of
fibre spinning (dope), thus making the fibres antimi-
crobial. This method can make the silver content in
the fibre between 0.001%-10%.
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• Spraying the silver solution (such as nano silver so-
lution) onto the fibre surface.

[0029] This method can make the silver content of the
fibre between 0.01% - 2%.

• Coating the silver onto the fibre surface. This method
can make the silver content of the fibre between 0.1%
- 25%.

[0030] The present invention also discloses a method
of manufacturing the above dressing. The main elements
of the method contain the following

1. Manufacturing the wound contact layer, middle
layer and the outer layer separately using hot melt,
needle punch or hydro entanglement methods. Then
by heat lamination or needle punching or adhesive
laminate the wound contact layer, middle layer and
the outer layer together, followed by slitting, cutting,
packaging and sterilization.
2. Manufacturing the wound contact layer and the
middle layer separately using hot melt, needle punch
or hydro entanglement methods. Then by heat lam-
ination or needle punching or adhesive laminate the
wound contact layer and the middle layer together,
then manufacture the outer layer directly onto the
laminated layers (wound contact and middle layers),
followed by slitting, cutting, packaging and steriliza-
tion
3. Manufacturing the middle layer and the outer layer
separately using hot melt, needle punch or hydro
entanglement methods. Then by heat lamination or
needle punching or adhesive laminate the middle
layer and the outer layer together, then manufacture
the wound contact layer directly onto the laminated
layers (middle and outer layers), followed by slitting,
cutting, packaging and sterilization.

[0031] The present invention also disclose an applica-
tion of the above products for the management of chronic
wounds.
[0032] The wound dressing in the present invention
can transfer the fluid vertically (other than laterally).
When the wound contact layer absorbs the fluid, it can
transfer the wound exudates into the middle layer quickly
and keep the wound contact layer relevantly dry, pre-
venting the maceration of the surrounding healthy skin.
The dressing can be used for the management of chronic
wounds particularly the heavily exudating wounds.

Drawings

[0033] Fig.1: The structure of the three-layered wound
dressing.
Where 1 is the wound contact layer, 2 is the middle layer
and 3 is the outer layer
[0034] The present invention can be illustrated by the

following methods.

Example 1

[0035] The three layers are made separately in the fol-
lowing method.
[0036] Wound contact layer: contains 75% by weight
of polypropylene fibres (PP), fibre linear density 2.0 dtex,
fibre length 38 mm; and 25% of alginate fibres, fibre linear
density 2.5 dtex, fibre length 75 mm. The above two fibres
are mixed evenly and then processed by opening, card-
ing, crosslapping and needle punching. The needling
density is 80/cm2. The finished fabric has a weight of 310
gsm.
[0037] The middle layer: contains 35% by weight of
cross-linked acrylates copolymer super absorbent fibres
(SAF), fibre linear density 2.7 dtex, length 10 mm; 50%
by weight of wood pump, fibre linear density 2.5 dtex,
length 10 mm; and 15% by weight of PP/PE bi-compo-
nent fibres, fibre linear density 2.0 dtex, length 10 mm.
All three fibres are blended evenly, followed by opening
and air laying and finally hot oven to form the fabric. The
weight of the fabric is 180 gsm.
[0038] The outer layer: PP spun bond fabric, weight 30
gsm, beige colour.
[0039] The heat lamination method is used to combine
the middle layer and the outer layer, then the needle
punch method is used to laminate the wound contact
layer onto the above laminated layers.
[0040] Samples are cut into 10x10 cm, then packed
into pouches, and sterilized by gamma irradiation. The
finished dressing has a weight of 520 gsm, and an ab-
sorbency of 44 g/100 cm2.

Example 2

[0041] The three layers are made in the following meth-
od.
[0042] Wound contact layer: contains 50% by weight
of hydrophobic chitosan fibres, fibre linear density 2.2
dtex, fibre length 51 mm; and 50% by weight of viscose
fibres, fibre linear density 1.7 dtex, and fibre length 51
mm. The above two fibres are mixed evenly and then
processed by opening, carding, crosslapping and needle
punching. The needling density is 100/cm2. The weight
of the finished fabric is 100 gsm.
[0043] The middle layer: contains 35% by weight of
SAF fibres, fibre linear density 2.7 dtex, length 25 mm;
15% by weight of viscose fibres, fibre linear density 2.5
dtex, length 51 mm; and 50% by weight of PP fibres, fibre
linear density 2.0 dtex, and length 38 mm. All three fibres
are blended evenly, followed by opening, carding, cross-
lapping and needle punched into nonwoven fabric. The
needling density is 100/cm2. The weight of the fabric is
150 gsm.
[0044] The outer layer: hydro entangled Lyocell non-
woven, weight 40 gsm, white colour. The wound contact
layer, middle layer and the outer layer are placed onto

5 6 
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the conveyor belt of the cross-lapping machine, and fed
into the needle loom and needled into laminated fabric.
The needle density is 150/cm2.
[0045] Samples are cut into 10x10 cm, then packed
into pouches and sterilized by EtO. The finished dressing
has a weight of 290 gsm, absorbency 47 g/100 cm2.

Example 3

[0046] The three layers are made in the following meth-
od.
[0047] Wound contact layer: contains 10% by weight
of hydrophobic chitosan fibres, fibre linear density 2.2
dtex, fibre length 51 mm; and 75% by weight of viscose
fibres, fibre linear density 1.7 dtex, fibre length 51 mm;
and 15% by weight of PP/PE bi-component fibres, fibre
linear density 2.0 dtex, length 38 mm. The above three
fibres are mixed evenly and then processed by opening,
carding, and then heat processing to form the fabric. The
weight of the finished fabric is 300 gsm.
[0048] The middle layer: contains 20% by weight of
alginate fibres, fibre linear density 2.5 dtex, length 75
mm; 50% by weight of Lyocell fibres, fibre linear density
1.7 dtex, length 51 mm; and 30% by weight of PP/PE bi-
component fibres, fibre linear density 2.0 dtex, length 38
mm. All three fibres are blended evenly, followed by
opening, carding, and heat process to form the nonwoven
fabric. The weight of the fabric is 150 gsm.
[0049] The outer layer: PP spun bond fabric, weight 30
gsm, pink colour.
[0050] The wound contact layer, middle layer and the
outer layer are placed together into a heat process to
laminate the three layers.
[0051] Samples are cut into 10x10 cm, then packed
into pouches and sterilized by EtO. The finished dressing
has a weight of 480 gsm, absorbency 35 g/100 cm2.

Example 4

[0052] The three layers are made in the following meth-
od.
[0053] Wound contact layer: contains 70% by weight
of polypropylene fibres (PP), fibre linear density 2.0 dtex,
fibre length 38 mm; and 30% of Lyocell fibres, fibre linear
density 1.7 dtex, fibre length 51 mm. The above two fibres
are mixed evenly and then processed by opening, card-
ing and crosslapping.
[0054] The middle layer: contains 25% by weight of
CMC fibres, fibre linear density 2.2 dtex, length 50 mm;
75% by weight of PET fibres, fibre linear density 1.4 dtex,
length 51 mm. All two fibres are blended evenly, followed
by opening, carding, crosslapping and needle punching.
The weight of the needled fabric is 200 gsm.
[0055] The outer layer: PP spun bond fabric, weight 30
gsm, beige colour.
[0056] During the process to manufacture the wound
contact layer, the middle layer and the outer layer are
placed in order (outer layer at the bottom) onto the con-

veyor belt of the cross lapping machine, then fed into the
needling looms. The needling density was 150/cm2. The
needling has pushed the fibres of the wound contact layer
through the middle layer and then into the outer layer,
thus laminating the three layers together. Samples are
cut into 10x10 cm, then packed into pouches, and steri-
lized by gamma irradiation. The finished dressing has a
weight of 430 gsm, absorbency 39 g/100 cm2.

Example 5

[0057] The three layers are made in the following meth-
od.
[0058] Wound contact layer: contains 75% by weight
of polypropylene fibres (PP), fibre linear density 2.0 dtex,
fibre length 38 mm; and 25% of silver alginate fibres,
silver content 2.1%, fibre linear density 2.6 dtex, fibre
length 75 mm. The above two fibres are mixed evenly
and then processed by opening, carding, crosslapping
and needle punching. The needling density is 80/cm2.
The weight of the finished fabric is 300 gsm.
[0059] The middle layer: contains 25% by weight of
SAF fibres, fibre linear density 2.7 dtex, length 38 mm;
75% by weight of PET fibres, fibre linear density 1.4 dtex,
length 51 mm. The two fibres are blended evenly, fol-
lowed by opening, carding, cross-lapping and needle
punched into nonwoven fabric. The weight of the fabric
is 200 gsm.
[0060] The outer layer: PP spun bond fabric, weight 30
gsm, beige colour.
[0061] The wound contact layer, middle layer and the
outer layer are placed onto the conveyor belt of the cross-
lapping machine, and fed into the needle loom and nee-
dled into laminated fabric. The needle density is 150/cm2.
[0062] Samples are cut into 10x10 cm, then packed
into pouches and sterilized by Gamma. The finished
dressing has a weight of 530 gsm, absorbency 42 g/100
cm2.

Example 6

[0063] The three layers are made in the following meth-
od.
[0064] Wound contact layer: contains 70% by weight
of polypropylene fibres (PP), fibre linear density 2.0 dtex,
fibre length 38 mm; and 30% of Lyocell fibres, fibre linear
density 1.7 dtex, fibre length 51 mm. The above two fibres
are mixed evenly and then processed by opening, card-
ing, crosslapping and needle punching. The needling
density is 80/cm2, the weight of the finished layer is 100
gsm..
[0065] The middle layer: contains 40% by weight of
silver alginate fibres, silver content 2.1%, fibre linear den-
sity 2.6 dtex, length 75 mm; 60% by weight of PET fibres,
fibre linear density 1.4 dtex, length 51 mm. All two fibres
are blended evenly, followed by opening, carding, cross-
lapping and needle punching. The weight of the needled
fabric is 100 gsm.
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[0066] The outer layer: PP spun bond fabric, weight 30
gsm, beige colour.
[0067] The wound contact layer, middle layer and the
outer layer are placed onto the conveyor belt of the cross-
lapping machine, and fed into the needle loom and nee-
dled into laminated fabric. The needle density is 150/cm2.
[0068] Samples are cut into 10x10 cm, then packed
into pouches, and sterilized by gamma irradiation. The
finished dressing has a weight of 230 gsm, absorbency
32 g/100 cm2.

Example 7

[0069] The wound contact layer and the middle layer
are the same as the ones from Example 6, feed both
fabrics into the needle loom to laminate by needling. The
laminated fabric is then placed before the calender rollers
of the polypropylene spun bond line, ensuring the middle
layer facing the income polypropylene material so that
spun bond polypropylene is laid onto the middle layer,
and all three layers are fed into the calender rollers to-
gether, thus making the spun bond polypropylene lami-
nated onto the middle layer/wound contact layer.
[0070] Samples are cut into 10x10 cm, then packed
into pouches, and sterilized by gamma irradiation. The
finished dressing has a weight of 230 gsm, absorbency
30 g/100 cm2.

Claims

1. A three-layered wound dressing wherein the dress-
ing has a wound contact layer, a middle absorbent
layer and an outer layer, the said wound contact layer
comprises hydrophilic fibres and hydrophobic fibres,
the middle layer is a nonwoven comprising hy-
drophilic fibres and hydrophobic fibres, and the outer
layer is a nonwoven of hydrophobic fibres.

2. A three-layered wound dressing according to claim
1 wherein the wound contact layer comprises a blend
of hydrophilic fibres and hydrophobic fibres, the per-
centage of the said hydrophilic fibres is 75% or less
by weight of the wound contact layer, preferably 60%
or less, most preferably 50% or less.

3. A three-layered wound dressing according to claim
1 wherein the said hydrophilic fibres of the wound
contact layer are selected from: viscose fibres, ab-
sorbent acrylic fibres, absorbent polypropylene fi-
bres, Lyocell fibres, alginate fibres, hydrophilic chi-
tosan fibres, carboxymethyl cellulose (CMC) fibres,
carboxy ethyl cellulose (CEC) fibres, acylated chi-
tosan fibres, carboxymethyl chitosan fibres; the said
hydrophobic fibres of the wound contact layer are
selected from: polypropylene fibres, polyester fibres,
nylon (Polyamide) fibres, polyethylene fibres, hydro-
phobic chitosan fibres, PP/PE bi-component fibres,

PA/PE bi-component fibres, PET/PA bi-component
fibres.

4. A three-layered wound dressing according to claim
1 wherein the middle layer comprises hydrophilic and
hydrophobic fibres, and the percentage of the said
hydrophobic fibres is, by the weight of the middle
layer, 75% or less, preferably 60% or less, most pref-
erably 50% or less.

5. A three-layered wound dressing according to claim
1 wherein the said hydrophilic fibres of the middle
layer are selected from viscose fibres, absorbent chi-
tosan fibres, alginate fibres, Lyocell fibres, car-
boxymethyl cellulose (CMC) fibres, carboxy ethyl
cellulose (CEC) fibres, acylated chitosan fibres, car-
boxymethyl chitosan fibres, cross-linked acrylates
copolymer super absorbent fibres and wood pump
fibres; the said hydrophobic fibres of the middle layer
are selected from polypropylene fibres, polyester fi-
bres, nylon (Polyamide) fibres, polyethylene fibres,
hydrophobic chitosan fibres, PP/PE bi-component
fibres, PA/PE bi-component fibres, PET/PA bi-com-
ponent fibres.

6. A three-layered wound dressing according to claim
1 wherein the hydrophobic of the outer layer is se-
lected from polypropylene fibres, polyester fibres,
nylon (Polyamide) fibres, polyethylene fibres, hydro-
phobic chitosan fibres, PP/PE bi-component fibres,
PA/PE bi-component fibres, PET/PA bi-component
fibres.

7. A three-layered wound dressing according to claim
1 wherein the weight of the said wound contact layer
is between 50-500 gram per square meter (gsm),
preferably 80-450 gsm, most preferably 100-400
gsm, and /or the weight of the middle layer is between
80-500 gsm, preferably 100-450 gsm, most prefer-
ably 100-400 gsm, and/or the weight of the outer
layer is between 51-100 gsm, preferably 10-80 gsm,
most preferably 10-60 gsm.

8. A three-layered wound dressing according to claim
1 wherein the colour of the said wound contact layer,
middle layer is undyed or dyed.

9. A three-layered wound dressing according to claim
1 wherein the hydrophilic fibres and /or hydrophobic
fibres of the said wound contact layer and/or the mid-
dle layer comprises antimicrobial agents such as sil-
ver, silver compound, silver complex, Polyhexame-
thylene biguanide (PHMB) and honey.

10. A method to manufacture the said three-layered
wound dressing according to claim 1 wherein it has
options:

9 10 
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a. Manufacture the wound contact layer, the
middle absorbent layer and the outer layer sep-
arately using the heat binding method, or the
needle punching method or the hydro entangle-
ment method, then laminate the three layers to-
gether by heat bonding, or needle punching or
chemical bonding, followed by cutting, packing
and sterilization.
b. Manufacture the wound contact layer and the
middle absorbent layer separately using the
heat binding method, or the needle punching
method or the hydro entanglement method, and
laminate the wound contact layer and the middle
absorbent layer together by heat bonding, or
needle punching or chemical bonding, then
manufacture the outer layer onto the said lami-
nated wound contact layer/middle layer directly,
followed by cutting, packing and sterilization.
c. Manufacture the middle absorbent layer and
the outer layer separately using the heat binding
method, or the needle punching method or the
hydro entanglement method, and laminate the
middle absorbent layer and the outer layer to-
gether by heat bonding, or needle punching or
chemical bonding, then manufacture the wound
contact layer onto the said laminated middle lay-
er/outer layer directly, followed by cutting, pack-
ing and sterilization.

11. An application of the said three-layered wound
dressing according to claim 1 in the management of
chronic wounds.
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