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Description

Field of the Disclosure

[0001] The present disclosure mainly relates to a meth-
od by which an absorbent body can be preferably man-
ufactured that absorbs urine and stool in a disposable
diaper, and a disposable absorbent body obtained by this
manufacturing method.

Description of the Background

[0002] In recent years, disposable diapers have been
widely used for the nursing care of babies as well as
bedfast old people and patients. This disposable diaper
is roughly classified into the flat-type one that requires a
diaper cover and that has a rectangular flat plate-like
shape and the pants-type one that does not require a
diaper cover. These diapers basically have a trilaminar
structure in which an absorbent body is provided between
an outer face sheet, whose outer face of a liquid-imper-
meable sheet is adhered with a nonwoven fabric, and an
inner face sheet consisting of a liquid-permeable sheet.
The absorbent body is structured so that an absorbent
element obtained by mixing flocculation pulp with super
absorbent polymer is filled into a liquid-permeable stor-
age bag consisting of a nonwoven fabric sheet. When
the absorbent body is used in a disposable diaper, urine
or highly-flowable stool is absorbed by the super absorb-
ent polymer and swells, thus allowing the urine or stool
to be accepted and retained in the absorbent body.
[0003] The above absorbent body is formed, for the
purpose of accepting and retaining a large amount of
urine and stool as much as possible, by preparing an
absorbent body base with a slightly large amount of the
absorbent element filled in a storage bag, and sending
this absorbent body base through a pair of press rollers
having flat pressing faces so that this absorbent body
base is pressed flat, thereby providing the absorbent
body having a predetermined thin thickness. The reason
why the absorbent body is formed to have such a thin
thickness is for the purpose of improving the wearing
feeling of a disposable diaper when the disposable diaper
is worn by a user and for improving the binding power
between pulp and super absorbent polymer in the ab-
sorbent element to provide strength, by which the dis-
posable diaper can be prevented from losing its shape
when the disposable diaper absorbs urine and stool.
[0004] On the other hand, another diaper absorbent
body other than the above one has been suggested in
which an absorbent body base includes a plurality of
straight embossed patterns that are inclined toward the
center so that a plurality of pattern rows are arranged in
the longitudinal direction of a rectangle shape (see Patent
Reference 1 for example).
Patent Reference 1: Japanese Patent Unexamined Pub-
lication No.5-300922
[0005] WO 2005/004764 A1 describes an absorbent

structure (31) having a longitudinal axis, a lateral axis, a
z-direction axis normal to the longitudinal and lateral ax-
es, longitudinally opposite ends (23) and laterally oppo-
site side edges (25). An upper surface (41) of the absorb-
ent structure has a three-dimensional topography rela-
tive to the longitudinal and lateral axes and defines a
plurality of peaks (51) and valleys (53) of the upper sur-
face relative to the z-direction. A lower surface (43) of
the absorbent structure has a three-dimensional topog-
raphy relative to the longitudinal and lateral axes and
defines a plurality of the peaks (55) and valleys (57) of
the lower surface relative to the z-direction. The absorb-
ent structure has a projected area as determined by a
Topography Analysis Method, and the upper surface of
the absorbent structure has a vertical area as determined
by the Topography Analysis Method of at least about 0.1
cm2; per 1.0 cm2; projected area of the absorbent struc-
ture.
[0006] JP 59124524 U describes an absorbent body
contained in a storage bag of a liquid permeable sheet
and having an embossed pattern. The embossed pattern
may be made up from linear pattern elements having
linear groove shapes which are arranged at a distance
from each other and dispersed in a staggered manner.
[0007] EP 1330995 A2 describes an absorbent body
including: an absorbent core including cellulose fibers;
and hydrophilic paper covering a body surface and a gar-
ment surface of the absorbent core. The absorbent body
is embossed in a predetermined dot pattern to have a
plurality of recesses in which the absorbent core and the
paper are compressed and integrated together.

Disclosure of the Invention

[0008] The present invention comprises an absorbent
body, and a method of manufacturing the absorbent
body, as defined in the claims.

Problem to be Solved

[0009] However, in the case of the former absorbent
body, which is formed through the process for reducing
the thickness thereof, the entire absorbent body base is
squeezed so as to have the substantially same thickness.
Thus, this squeezing step cannot apply a high linear pres-
sure (a pressing force per a unit length applied from the
rollers to the absorbent body base) and generally
squeezes an absorbent body base with a relatively low
linear pressure of approximately 0.71 to 1.79 kgf/cm.
Therefore, as time passes, the absorbent body formed
through the above squeezing step returns to have an
original thick thickness due to the restoring force of the
absorbent element. This deteriorates the binding power
between the pulp and the super absorbent polymer in
the absorbent element, resulting in a lowered strength.
[0010] Furthermore, in the step for reducing the thick-
ness of the absorbent body base, the absorbent body
base is squeezed by pressing, the entire width of the
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absorbent body base perpendicular to a direction along
which the base is sent, with the flat pressing faces of the
pair of press rollers. This causes, despite of the relatively
low linear pressure as described above, a difficulty in that
the pressed absorbent body base adheres to an extent
that it cannot be easily peeled off from the press rollers.
As a result, an inconvenience may be caused where the
absorbent body base sent through the pair of press rollers
is wound around the press roller and thus cannot be sent
smoothly. This is one of the causing factors that deteri-
orate the quality and productivity of the absorbent body.
[0011] Furthermore, the absorbent body manufac-
tured by the above process may have another inconven-
ience in that the entire squeezed body may become too
hard due to an unfavorable shape such as warpage. In
addition, the absorbent body manufactured by the above
process merely has the entire face squeezed and thus
has an appearance that is far from a good design.
[0012] Furthermore, due to the entire absorbent body
base being squeezed, the above absorbent body has the
pulp and the super absorbent polymer in the absorbent
element that are mixed too closely. This prevents, when
the super absorbent polymer absorbs water in particular,
the super absorbent polymer from sufficient swelling,
which deteriorates the absorption property.
[0013] On the other hand, in the case of the latter ab-
sorbent body in which a plurality of embossed pattern
rows are formed, the absorbent body base includes a
pattern of convex-shaped embossed pattern elements in
which the respective neighboring two embossed pattern
elements have therebetween a liquid dispersion path.
Thus, a major area of the absorbent body base other
than an area where the embossed pattern elements are
formed is pressed. Specifically, the embossed pattern is
formed by rolling the absorbent body base by embossing
rollers including a plurality of linear processing recess
frames at the circumference surface thereof. Thus, the
substantial entire absorbent body base is squeezed by
the rollers, causing a similar problem as that of the former
absorbent body. Furthermore, the number of embossed
pattern elements in the embossed pattern on a straight
line in the width direction that is orthogonal to the longi-
tudinal direction of the absorbent body base is different
depending on each line in the above longitudinal direc-
tion. This causes, when the embossed pattern is formed
in an absorbent body base, the pressure applied from
the embossing roller to the absorbent body base to be
changed depending on the difference in the number of
formed embossed pattern elements in the embossed pat-
tern. This pressure variation causes corresponding vi-
bration in the roller, causing another problem where an
embossed pattern having a predetermined shape cannot
be formed in a stable manner.
[0014] In view of the above conventional problems, it
is an objective of the present disclosure to provide a
method for providing, with high productivity and in a
smooth manner, an absorbent body structured so that
an absorbent element can maintain an intended absorp-

tion performance while having a predetermined strength,
and a favorable disposable diaper absorbent body ob-
tained by this method.

Means to Solve the Problem

[0015] In order to achieve the above object, there is
described herein a manufacturing method of an absorb-
ent body, wherein: a stripe-shaped absorbent body base,
including an absorbent element obtained by mixing at
least pulp with super absorbent polymer, is sent and
transferred through a pair of rollers that are provided to
be opposed to each other with a predetermined distance,
wherein at least one of the rollers is a press print process-
ing roller that has a plurality of processing projections
with a predetermined layout on a circumference surface;
and a plurality of linear pattern elements are formed on
at least one surface of the absorbent body base, wherein
the linear pattern elements are formed by being
squeezed by the processing projections so as to have a
groove-like shape when seen from the top, and the plu-
rality of linear pattern elements are individually spaced
from one another and dispersed in a staggered manner.
[0016] The linear pattern elements may be arranged
so that number of the linear pattern elements on any of
straight line that extend in a width direction orthogonal
to a transfer direction of the absorbent body base is equal,
and so that the linear pattern elements have a fixed dis-
tance thereamong in the width direction.
[0017] The linear pattern elements may be formed in
a linear shape so that an orientation angle, which is a
degree of inclination of the linear pattern elements to the
transfer direction of the absorbent body base, is 50 de-
grees or less at any portion.
[0018] The absorbent element may be filled into a stor-
age bag obtained by sealing edge parts of a liquid-per-
meable sheet of the absorbent body base provided with
the linear pattern elements; the plurality of linear pattern
elements having a linear groove shape when being seen
from the top may be arranged to have spaces therea-
mong in a dispersed and staggered manner while the
absorbent element is squeezed until its absorption per-
formance almost disappears; and an area in the absorb-
ent body base in which the linear pattern elements are
not formed may have a predetermined thickness.
[0019] The absorbent body base used for disposable
diaper may have an inner surface that is adhered with a
liquid diffusion sheet, and the plurality of linear pattern
elements may be formed concavely, together with the
liquid diffusion sheet, in the inner surface of the absorbent
body base.
[0020] The plurality of linear pattern elements may be
formed concavely on both faces of the absorbent body
base so as to be opposed to one another with the same
layout.
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Effect of the Disclosure

[0021] The present disclosure arranges, in a staggered
and dispersed manner, linear pattern elements having a
linear groove-like shape when being seen from the top.
Thus, these linear pattern elements occupy a very small
proportion of the entire surface area of the absorbent
body base. Thus, a major area of the absorbent element
except for the area in which the linear pattern elements
are formed has a thickness that is slightly reduced to a
predetermined thickness and the absorbent element is
prevented from being crushed, thus an intended absorp-
tion performance is secured. Thus, the entire absorbent
element has an absorption capability that is not so much
deteriorated. Therefore, the absorbent body formed in
this manner has a strength which enables, by the strong-
ly-squeezed linear pattern elements, an area in the ab-
sorbent body base having no linear pattern elements to
be prevented from returning into a thickness before the
squeezing process and simultaneously allows the ab-
sorbent element in the major area of the absorbent body
base having no linear pattern elements to securely main-
tain an intended absorption performance. Thus, a result-
ing disposable diaper can have a sufficient absorption
performance while having a required strength. Specifi-
cally, a conventional process to provide an absorbent
body by squeezing entirely or substantially entirely an
absorbent body base, can squeeze the absorbent body
base only with a relatively small linear pressure. In con-
trast to this, this absorbent body can provide a required
absorption performance by the major area of the absorb-
ent body base having no linear pattern elements. Thus,
no problem is caused even when the linear pattern ele-
ments are strongly squeezed until the absorption per-
formance almost disappears.
[0022] The present disclosure can always retain a fixed
linear pressure applied from the press print processing
roller to the stripe-shaped absorbent body base in the
width direction and can arrange the respective linear pat-
tern elements in a discontinuous and dispersed manner
so as to have a distance thereamong. Thus, a relatively-
high linear pressure can be uniformly applied to the re-
spective processing projections of the press print
processing roller in a dispersed manner. As a result, the
press print processing roller is prevented from having
vibration due to the change in the pressure. Thus, the
press print processing roller can be always driven and
rotated in a stable manner.
[0023] Even when the absorbent body base is
squeezed by a relatively-high linear pressure applied
from the press print processing roller, the present disclo-
sure prevents increase in resistance force that is caused
when the absorbent body base is sent after the absorbent
body base 1 is squeezed by the processing projection.
On the other hand, when the orientation angle θ is 50
degrees or more, the absorbent body base 1 may have
a high resistance force when the linear pattern elements
are separated from the processing projection, which may

cause a scratch at the edge part of the formed linear
pattern elements. The above resistance that is prevented
from being increased also prevents a difficulty in that the
formed linear pattern elements adheres to the processing
projection to an extent that it cannot be easily peeled off
from the processing projection. This eliminates an incon-
venience where the absorbent body base sent through
the pair of rollers is wound around, thus allowing the ab-
sorbent body base to be smoothly transferred. Thus, the
linear pattern elements can be formed by smoothly trans-
ferring the absorbent body base.
[0024] The present disclosure allows a major area of
the absorbent body base to have no linear pattern ele-
ments. Thus, super absorbent polymer in this area having
no linear pattern elements holds an intended absorption
performance to efficiently absorb liquid and significant
swelling. During this time, the plurality of linear pattern
elements arranged in a uniform and staggered manner
provide high strength, by which the resultant disposable
diaper is securely prevented from losing or having biased
shape. Furthermore, the respective two neighboring lin-
ear patterns provide a function as a dispersion path
through which absorbed urine or stool having high flow-
ability is dispersed. This allows the urine or stool to be
guided by the linear pattern elements so that the urine
or stool is appropriately dispersed in the absorbent body
in longitudinal and lateral directions, thereby being uni-
formly absorbed by the entire absorbent body.
[0025] The present disclosure allows the liquid diffu-
sion sheet covering the inner surface of the absorbent
body base to provide a capillary phenomenon through
which urine is dispersed over the entire surface. As a
result, a situation is prevented where only the super ab-
sorbent polymer at a particular part of the absorbent body
to have an excessive amount of urine and excessively
swell.
[0026] The present disclosure can provide a further
higher strength by the respective pairs of linear pattern
elements that are formed in both surfaces of the absorb-
ent body base so as to be opposed to one another.

Brief Description of the Drawings

[0027]

[FIG. 1] This is a schematic longitudinal sectional
view illustrating an absorbent body manufacturing
apparatus that embodies a manufacturing method
of an absorbent body according to the first example
of the present disclosure.
[FIG. 2] This is a plane view illustrating the absorbent
body manufacturing apparatus.
[FIG. 3] This is a plan view illustrating a partially frac-
tured absorbent body for disposable diaper obtained
by the manufacturing method.
[FIG. 3B] This is as frame format of cross sectional
view illustrating the interior of a portion cut by line
IIIB-IIIB of FIG. 3A.
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[FIG. 4] This is an expanded top view illustrating an
absorbent body base in which linear pattern ele-
ments are formed by the manufacturing apparatus.
[FIG. 5] This is an expanded cross sectional view
illustrating the relative positional relation between an
embossing roller and a backup plain roller of the ab-
sorbent body manufacturing apparatus of FIG. 1.
[FIG. 6A] This is a front view schematically illustrating
the structure outline of a disposable diaper struc-
tured by the disposable diaper absorbent body ob-
tained by the manufacturing method,
[FIG. 6B] This is a development view schematically
illustrating the structure outline of a disposable dia-
per structured by the disposable diaper absorbent
body obtained by the manufacturing method.
[FIG. 6C] This is an exploded cross sectional view
cut by line VIC-VIC.
[FIG. 7] This is a top view of a process for forming a
linear pattern in an absorbent body base by a man-
ufacturing method of an absorbent body according
to the second example of the present disclosure.
[FIG. 8] This is a top view of a process for forming a
linear pattern in an absorbent body base by a man-
ufacturing method of an absorbent body according
to the third example of the present disclosure.
[FIG. 9] This is a side sectional view illustrating a
manufacturing step that embodies a manufacturing
method of an absorbent body according to the fourth
example of the present disclosure.
[FIG. 10] This is a side sectional view illustrating a
manufacturing step that embodies a manufacturing
method of an absorbent body according to the fifth
example of the present disclosure.

Best Mode for Carrying out the Disclosure

[0028] Hereinafter, preferred examples of the present
disclosure will be described with reference to the draw-
ings. FIG. 1 is a schematic longitudinal sectional view
illustrating an absorbent body manufacturing apparatus
that embodies a manufacturing method of an absorbent
body according to the first example of the present disclo-
sure. FIG. 2 is a plane view illustrating the manufacturing
apparatus. This manufacturing apparatus includes an
embossing roller 2 and a backup plain roller 3 that are
provided at the upper and lower position with a predeter-
mined interval therebetween. In the embossing roller 2,
processing projections 2a protruding linearly are formed
on the circumference surface with a predetermined lay-
out. The backup plain roller includes a flat circumference
surface. These rollers 2 and 3 are driven and rotated in
a synchronized manner or only the embossing roller 2 is
driven and rotated in the direction shown by the arrow.
In this manufacturing method, the absorbent body base
1 is moved while being sandwiched by the above rollers
2 and 3 to reduce the thickness of the absorbent body
base to a predetermined thickness and to form linear
pattern elements 1a on one face (upper face of FIG. 1)

that are provided concavely by squeezing by the process-
ing projection 2a. Details of the absorbent body base 1
will be described later.
[0029] FIG. 3A is a plane view illustrating a partially
fractured absorbent body 4 for disposable diaper ob-
tained by the above-described manufacturing method.
FIG. 3B is a frame format of cross sectional view illus-
trating the interior of a portion cut by the line IIIB-IIIB of
FIG. 3A. This absorbent body 4 for disposable diaper is
obtained by using the above-described step to form, in
one face of the absorbent body base 1, linear pattern
elements 1a with a predetermined layout, then subse-
quently cutting the obtained absorbent body base 1 to
have a predetermined size, and finally adhering the cut
portions, thereby forming a sealed portion 10. The ab-
sorbent body 4 for disposable diaper has a flat appear-
ance when seen from the top.
[0030] As shown in FIG. 3B, the above absorbent body
base 1 has a structure in which absorbent element 7 is
provided by mixing flocculation pulp 8 with super absorb-
ent polymer 9, and then storing and sealing it in a storage
bag 10. The above storage bag 10 is provided by over-
lapping two liquid-permeable sheets consisting of non-
woven fabric or the like or folding one liquid-permeable
sheet in the middle so that the edge portion thereof can
be sealed at a sealed portion 10a. Super absorbent pol-
ymer 9 which mainly composes the absorbent element
7 has a high absorption performance by which the super
absorbent polymer 9 absorbs, while swelling, water of a
volume that is 20 to 30 times of the volume of the super
absorbent polymer 9.
[0031] As schematically illustrated in FIG. 3B in an
easy-to-understand manner, the above disposable dia-
per absorbent body 4 is pressed until the absorption per-
formance at positions at which the linear pattern ele-
ments 1a are formed in the absorbent element 7 almost
disappears. Any of these linear pattern elements 1a is
straight, having a single predetermined length. These lin-
ear pattern elements 1a are formed so that they are dis-
persed to provide a staggered arrangement. Thus, these
linear pattern elements 1a occupy a very small proportion
of the entire surface area of the absorbent body base 1.
This allows the entire absorbent element 7 to have little
decrease in the absorption capability because the major
area of the absorbent element 7 except for an area in
which the linear pattern elements 1a are formed has a
predetermined slightly reduced thickness and the super
absorbent polymer 9 maintains an intended absorption
performance within being pressed in a very small
amount.
[0032] Specifically, by the strongly squeezed linear
pattern elements 1a, the above absorbent body 4 for dis-
posable diaper has a strength by which an area in the
absorbent body base 1 having no linear pattern elements
1a is prevented from having an original thickness and
simultaneously allows the absorbent element 7 in a major
area of the absorbent body base 1 having no linear pat-
tern elements 1a to securely maintain an intended ab-
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sorption performance. Thus, the absorbent body 4 for
disposable diaper can maintain a sufficient absorption
performance while having a predetermined strength. In
other words, while a conventional process for providing
an absorbent body by squeezing entirely or substantially
entirely the absorbent body base, squeezes the absorb-
ent body base only with a relatively low linear pressure,
the above absorbent body 4 for disposable diaper can
secure a required absorption performance by the major
area of the absorbent body base 1 having no linear pat-
tern elements 1a. Thus, the absorbent body 4 for dispos-
able diaper has no problem even when the linear pattern
elements 1a are strongly squeezed until the absorption
performance almost disappears.
[0033] An example is given hereinafter. The conven-
tional process for squeezing an absorbent body squeez-
es the absorbent body base with a relatively small linear
pressure of 0.71 to 1.79 kgf/cm as described above. In
contrast, concerning the above absorbent body 4 for dis-
posable diaper, the absorbent body base 1 is squeezed
with a relatively high linear pressure of 5.56 to 13.89
kgf/cm to form the linear pattern elements 1a. When the
thickness of the absorbent body base 1 before being
squeezed by the rollers 2 and 3 is 6.0 to 10.0 mm and
when a protrusion height h of the processing projection
2a of the embossing roller 2 is 0.5 to 2.5 mm and a clear-
ance c between the processing projection 2a and a re-
ceiving face of the backup plain roller 3 is 0.15 to 0.5 mm
as shown in FIG. 5, a linear pressure applied from the
embossing roller 2 to the absorbent body base 1 can be
set to have 5.56 to 13.89 kgf/cm as described above, to
provide the linear pattern elements 1a having a high
strength and to allow an area of the absorbent body base
1 having no linear pattern elements 1a to have a required
thickness of 3 mm or less.
[0034] As described above, when a relatively-high lin-
ear pressure is applied to the absorbent body base 1 to
form the linear pattern elements 1a, consideration must
be paid so that, without causing the embossing roller 2
to have a high load resistance, the rollers 2 and 3 can be
stably driven and rotated and the absorbent body base
1 can be smoothly sent from the rollers 2 and 3. To solve
this problem, the above manufacturing method takes
measures as described below.
[0035] Specifically, the above manufacturing method
provides the respective linear pattern elements 1a as
shown in FIG. 1 so that the number of the linear pattern
elements 1 a arranged on any of the straight lines N that
extend in the width direction orthogonal to a transfer di-
rection M, along which the absorbent body base 1 is
transferred from the rollers 2 and 3, is equal (which is 9
in this example). As a result, a linear pressure applied
from the embossing roller 2 to the width direction of the
absorbent body base 1 is always maintained to be uni-
form.
[0036] Furthermore, the above manufacturing method
also forms the respective linear pattern elements 1 a so
that two neighboring linear pattern elements 1 a in the

transfer direction M are spaced to have a fixed distance
11 therebetween and so that two neighboring linear pat-
tern elements 1a in the above width direction are spaced
to have a fixed distance 12 therebetween. Thus, the
above-described relatively high linear pressure of 5.56
to 13.89 kgf/cm can be applied to the individual process-
ing projections 2a in a uniform and dispersed manner.
As a result, the embossing roller 2 can be always driven
and rotated without having vibration due to the variation
in pressure because the above-described linear pressure
applied in the width direction of the absorbent body base
1 is always maintained to be uniform.
[0037] Furthermore, the respective linear pattern ele-
ments 1a are formed in a direction that is parallel with
the transfer direction M of the absorbent body base 1
(i.e., in a direction, in which an orientation angle θ to the
transfer direction M is 0 degree). As a result, in spite of
the relatively high linear pressure applied from the em-
bossing roller 2 to the absorbent body base 1 to squeeze
the absorbent body base 1, resistance force when send-
ing the absorbent body base 1 by the processing projec-
tions 2a after squeezing the absorbent body base 1 is
prevented from being increased. Specifically, when a val-
ue of the above orientation angle θ is 50 degrees or high-
er, a high resistance force is generated to the absorbent
body base 1 when the linear pattern elements 1a are
separated from the processing projections 2a, which may
cause a scratch at an edge of the linear pattern element
1a after forming. Furthermore, by setting the linear pres-
sure to the above-described 5.56 to 13.89 kgf/cm, the
linear pattern elements 1a after forming can be smoothly
separated from the processing projection 2a. Specifical-
ly, when the linear pressure is 13.89 kgf/cm or higher,
the linear pattern element 1a after forming may jump out
of the processing projection 2a, which may cause a
scratch at an edge of the linear pattern element 1a.
[0038] Furthermore, the respective linear pattern ele-
ments 1a are dispersed in a discontinuous manner to
have fixed distances of 11 and 12 thereamong in the
transfer direction M and in the width direction N. Thus,
with the above-described orientation angle θ that is set
to 50 degrees or lower so as to prevent high resistance,
the linear pattern element 1a after forming is prevented
from being closely attached to the processing projection
2a to an extent at which the linear pattern element 1a
after forming cannot be peeled off from the processing
projection 2a. This eliminates a risk where the absorbent
body base 1 that passed through the rollers 2 and 3 is
wound around the embossing roller 2, thus allowing the
absorbent body base 1 to be always transferred smooth-
ly. Thus, the above manufacturing method can manufac-
ture the absorbent body 4 for disposable diaper having
a high quality with high productivity.
[0039] FIG. 6A is a front view schematically illustrating
the structure outline of the disposable diaper 11 struc-
tured by the absorbent body 4 for disposable diaper ob-
tained by the above manufacturing method. FIG. 6B is a
development view of the disposable diaper 11. FIG. 6C
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is an exploded cross sectional view cut by the line VIC-
VIC of FIG. 6B. When it is developed, this disposable
diaper 11 has an entirely rectangular shape. At both sides
of the rectangular shape, curved cutout portions 13 are
provided for the purpose of providing leg openings 12.
The curved cutout portions 13 are provided to an inner
face sheet 14 that consists of a liquid-permeable sheet
(e.g., nonwoven fabric). An outer face sheet 17 that has
the same shape as that of the inner face sheet 14 is
provided by adhering an outer face of a liquid-imperme-
able sheet 17a (e.g., polyethylene sheet) with a nonwo-
ven fabric 17b so that the outer face sheet 17 has a cloth-
like feeling. The inner face sheet 14 and the outer face
sheet 17 have therebetween the absorbent body 4 for
disposable diaper obtained by the above-described man-
ufacturing method. The absorbent body 4 for disposable
diaper has a rectangle appearance longitudinally extend-
ing between body peripheral portions 19 to have sub-
stantially the same width as that of a crotch portion 18
between the curved cutout portions 13.
[0040] As described with reference to FIG. 3B, the ab-
sorbent body 4 has a structure in which the storage bag
10 is filled with the absorbent element 7 provided by mix-
ing the pulp 8 with the super absorbent polymer 9 that
has a very high moisture absorption property so as to
absorb water of a volume 20 to 30 times the volume of
itself when swelling, thereby constituting a urine absorp-
tion region of this disposable diaper 11. This disposable
diaper 11 has a pants-like shape as shown in FIG. 6A in
which the upper part has a body opening portion 21 by
the body peripheral portions 19 and the lower part has
the leg openings 12 at both sides thereof. This pants-like
shape is provided by sandwiching the absorbent body 4
with the inner face sheet 14 and the outer face sheet 17
adhering the laminated members to one another to pro-
vide an integrated sheet-like structure. Then, this inte-
grated sheet-like structure is folded at the center in the
longitudinal direction and then the welded portions 20
except for the curved cutout portion 13 are adhered to
each other.
[0041] Although not shown, the body peripheral portion
19 is embedded with elastic material (e.g., rubber) so
that the body opening portion 21 can be made fit to the
body of a user. The leg opening 12 also includes a three-
dimensional gather portion to prevent urine or stool from
leaking from a space between the leg opening 12 and a
leg of a user. This three-dimensional gather portion is
provided, for example, by folding a liquid-permeable
sheet to have a U-shaped cross sections so that the inner
side has a liquid-impermeable sheet. Then, the edge of
a face of the body peripheral sheet including a plurality
of string rubbers with an appropriate distance therea-
mong is adhered with the adhesion portion of the side
edge of the inner face sheet 14 that is folded so as to
wrap around the side edge of the outer face sheet 17 and
the absorbent body 4.
[0042] When the disposable diaper 11 having the
structure as described above is worn by a user, dis-

charged urine or stool having high flowability permeates
the storage bag 10 of the absorbent body 4 and is ab-
sorbed by the super absorbent polymer 9 and is stored
in the disposable diaper 11 by allowing the super absorb-
ent polymer 9 to absorb the liquid and swell. At this time,
in the absorbent body 4 in which a major area of the
absorbent body base 1 has no linear pattern elements
1a by the above manufacturing method, the super ab-
sorbent body 9 in the above-described area having no
linear pattern elements 1a provides an intended absorp-
tion performance to efficiently absorb the liquid and sig-
nificantly swell. During the absorption, the plurality of lin-
ear patterns arranged in a staggered manner provide a
high strength, thereby securely preventing the disposa-
ble diaper 11 from losing or having biased shape. A space
between the respective neighboring two linear pattern
elements 1a provides a dispersion path through which
the absorbed urine or stool having high flowability is dis-
persed. Thus, the urine or stool is guided by the linear
pattern element 1a and is appropriately dispersed in the
absorbent body 4 in longitudinal and lateral directions
and is uniformly absorbed by the entire absorbent body
4. Furthermore, this disposable diaper 11 provides favo-
rable decoration by the plurality of linear pattern elements
1 a provided in the absorbent body 4.
[0043] FIG. 7 is a top view of a process for forming a
linear pattern elements 1 b on the absorbent body base
1 by a manufacturing method of an absorbent body ac-
cording to the second example of the present disclosure.
The manufacturing method of this example is different
from that of the first example only in that the plurality of
linear straight groove-like pattern elements 1 b having a
single length provided in the absorbent body base 1 are
arranged with a different layout. Specifically, the plurality
of linear pattern elements 1 b are inclined to either right
or left directions with an orientation angle θ of 45 degrees,
to the transfer direction M of the absorbent body base 1.
Pattern rows of the plurality of linear pattern elements 1
b intermittently arranged with the same inclination direc-
tion along the transfer direction M to have a fixed distance
thereamong are arranged in the width direction orthog-
onal to the transfer direction M. At the same time, pattern
rows having different inclination directions are alternately
provided along the width direction and the respective two
neighboring pattern rows in the width direction are ar-
ranged so that each of the pattern rows is dislocated by
a distance between the linear pattern elements 1 b neigh-
boring in the transfer direction. In this manner, the linear
pattern elements 1b are arranged to show a zigzag pat-
tern by being arranged in a staggered manner in the
transfer direction M and in the width direction, respec-
tively.
[0044] The example of this manufacturing method also
provides an equal number of linear pattern elements 1 b
in any straight line N in the width direction (the number
is five in this example). Therefore, linear pressure applied
from the embossing roller 2 of FIG. 1 in the above width
direction of the absorbent body base 1 is retained to be
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even. The respective two neighboring linear pattern ele-
ments 1 b in the width direction are spaced in the same
distance so as to be uniformly dispersed in the width di-
rection of the absorbent body base 1. Thus, a relatively-
high linear pressure can be uniformly applied to the in-
dividual processing projections of an embossing roller.
As a result, the embossing roller can be always driven
and rotated in a stable manner without generating vibra-
tion due to variation of the pressure, since the above-
described linear pressure applied from the embossing
roller to the absorbent body base 1 in the width direction
can be always maintained to be uniform.
[0045] Furthermore, the linear pattern elements 1b ar-
ranged with the orientation angle θ of 45 degrees to the
transfer direction M can prevent, in spite of a relatively
high linear pressure applied from the embossing roller to
the absorbent body base 1 to squeeze the absorbent
body base 1, the absorbent body base 1 from having high
resistance when the absorbent body base 1 is sent in the
transfer direction M after the absorbent body base 1 is
squeezed by the processing projections of the emboss-
ing roller.
[0046] Furthermore, the linear pattern elements 1b are
independently arranged so as to be linear having a pre-
determined length. Therefore, in spite of the absorbent
body base 1 formed by being squeezed with a relatively-
high linear pressure of the processing projections of the
embossing roller, a difficulty in that the linear pattern el-
ements 1b formed on the absorbent body base 1 cannot
be easily peeled off from the processing projections can
be prevented. This eliminates an inconvenience in that
the absorbent body base 1 processed by the embossing
roller is wound around the embossing roller 2, thus al-
lowing the absorbent body base 1 to be smoothly trans-
ferred. As a result, this manufacturing method also can
manufacture a absorbent body for disposable diaper hav-
ing high quality with high productivity.
[0047] Here, this manufacturing method arranges the
linear pattern elements 1 b so as to be inclined to the
orientation angle of 45 degrees to the transfer direction
M. Thus, as obvious from the comparison between FIG.
7 and FIG. 4, a absorbent body for disposable diaper
having almost the same effect as that by the first example
can be obtained by suppressing the number of the linear
pattern elements 1 b compared to that of the linear pattern
elements 1a of the first example, within the linear pattern
elements 1 b having substantially the same length as
those of the linear pattern elements 1 a of the first exam-
ple.
[0048] FIG. 8 is a top view of a process for forming
linear pattern elements 1c in an absorbent body base
based on a manufacturing method of an absorbent body
according to the third example of the present disclosure.
The manufacturing method of this example is different
from the first and second examples only in that a plurality
of linear pattern elements 1 c formed concavely in the
absorbent body base 1 have different shape and layout.
Specifically, in contrast with the linear patterns having a

predetermined length in the first and second examples,
the plurality of linear pattern elements 1 c have a shape
obtained by elongating an S-shape and are arranged in
a dispersed and staggered manner. The linear pattern
element 1 c is shaped so that each of orientation angles
θ1, θ2, and θ3 to the transfer direction M is 50 degrees
or less at the respective positions.
[0049] The manufacturing method of this example can
also provide substantially the same effect as those ob-
tained by the first and second examples. Specifically, the
same number of linear pattern elements 1 c is provided
to each of the straight lines in the width direction N (the
number is five in this example). Thus, a linear pressure
applied from the embossing roller to the absorbent body
base 1 in the width direction is always maintained uni-
form.
Furthermore, the two neighboring linear pattern elements
1 c in the width direction are arranged to have a fixed
distance therebetween so as to be uniformly dispersed
in the width direction of the absorbent body base 1. Thus,
a relatively-high linear pressure can be applied to the
individual processing projections of the embossing roller
in a uniform and dispersed manner. As a result, the em-
bossing roller can be always driven and rotated in a stable
manner without generating vibration by variation of the
pressure, since the above-described linear pressure ap-
plied from the embossing roller to the absorbent body
base 1 in the width direction can be always maintained
to be uniform.
[0050] Furthermore, since the linear pattern elements
1 c are arranged with the orientation angles θ1, θ2, and
θ3 that are each 50 degrees or less, in spite of a relatively
high linear pressure applied from the embossing roller to
the absorbent body base 1 to squeeze the absorbent
body base 1, the absorbent body base 1 is prevented
from having high resistance when the absorbent body
base 1 is sent in the transfer direction M after the absorb-
ent body base 1 is squeezed by the processing projec-
tions of the embossing roller. Furthermore, since the re-
spective linear pattern elements 1c are independently
arranged to have a distance thereamong in a staggered
manner, in spite of the linear pattern elements 1 b being
formed by squeezing the absorbent body base 1 by a
relatively-high linear pressure of the processing projec-
tions of the embossing roller, a difficulty in that the linear
pattern elements 1 b formed in the absorbent body base
1 cannot be easily peeled off from the processing pro-
jections can be prevented. This eliminates an inconven-
ience in that the absorbent body base 1 processed by
the embossing roller is wound around the embossing roll-
er 2, thus allowing the absorbent body base 1 to be
smoothly transferred. As a result, this manufacturing
method can also manufacture a high-quality absorbent
body for disposable diaper comparable to those manu-
factured by the first and second examples, with high pro-
ductivity.
[0051] FIG. 9 is a side sectional view illustrating a man-
ufacturing step that embodies a manufacturing method
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of an absorbent body according to the fourth example of
the present disclosure. In FIG. 9, the same or similar
components as those of FIG. 1 are denoted with the same
reference numerals and will not be described further. In
the manufacturing method of this example, a face on
which the linear pattern elements 1a are to be formed on
the absorbent body base 1 is previously adhered with a
liquid diffusion sheet 22 that has an appropriate thickness
and includes nonwoven fabric. The absorbent body base
1 adhered with this liquid diffusion sheet 22 is sent be-
tween the embossing roller 2 and the backup plain roller
3. As a result, a face of the absorbent body base 1 has
thereon the liquid diffusion sheet 22 and the linear pattern
element Ia.
[0052] Therefore, this manufacturing method can pro-
vide an absorbent body integrated with the liquid diffusion
sheet 22 with high productivity while obtaining the same
effect as that of the first example. Furthermore, when the
absorbent body obtained by this manufacturing method
is used in a disposable diaper, the absorbent body pro-
vides the same effect as that obtained by the absorbent
body 4 of the first example provides the same effect as
that obtained by the absorbent body 4 of the first example.
In addition, the liquid diffusion sheet 22 covering the inner
surface of the absorbent body base 1 provides a capillary
phenomenon to diffuse urine over the entire surface, thus
preventing a situation in that the super absorbent polymer
9 (FIG. 3B) at in the particular portion of the absorbent
body to have an excessive amount of urine and exces-
sively swell.
[0053] FIG. 10 is a side sectional view illustrating a
manufacturing step that embodies a manufacturing
method of an absorbent body according to the fifth ex-
ample of the present disclosure. In FIG. 10, the same or
similar components as those of FIG. 1 are denoted with
the same reference numerals and will not be described
further. The manufacturing method of this example pro-
vides two embossing rollers 2, 2 shown in FIG. 1 so that
these embossing rollers 2, 2 are opposed to have a pre-
determined distance therebetween. Then, the same ab-
sorbent body base 1 as that of the first example is sent
between the embossing rollers 2, 2 so that both surfaces
of the absorbent body base 1 have thereon linear pattern
elements 1 a with the same layout.
[0054] In this example, an absorbent body of which
both surfaces of the absorbent body base 1 have thereon
the linear pattern elements 1 a with the same layout can
be manufactured with high productivity, while obtaining
the same effect as that obtained by the first example.
When the absorbent body obtained by this manufacturing
method is used in a disposable diaper, the absorbent
body provides the same effect as that obtained by the
absorbent body 4 of the first example and can also pro-
vide a further higher strength by the pairs of linear pattern
elements 1a formed on both surfaces of the absorbent
body base 1 so as to be opposed to each other.

Industrial Applicability

[0055] The manufacturing method of an absorbent
body according to the present disclosure can manufac-
ture, with high productivity, an absorbent body that has
an absorbent element having a predetermined thickness
while securely providing an intended absorption perform-
ance, and also has a strength by which a diaper including
the absorbent body is prevented from losing its shape
even when the absorbent element sufficiently absorbs
water and swell. When the absorbent body obtained by
this manufacturing method is used as a main component
of a disposable diaper, a favorable disposable diaper
having required absorption performance and strength
can be obtained.

Description of Reference Numerals

[0056]

1 Absorbent body base
1a, 1b, and 1c Linear pattern
2 Embossing roller

(press print processing roller)
2a Processing projection
3 Backup plain roller (roller)
4 Absorbent body for disposable diaper
7 Absorbent element
8 Pulp
9 Super absorbent polymer
10 Storage bag
22 Liquid diffusion sheet
M Transfer direction
N Straight line

Claims

1. A manufacturing method of an absorbent body (4),
the method comprising:

preparing a stripe-shaped absorbent body base
(1) by including an absorbent element (7), ob-
tained by mixing at least pulp (8) and super ab-
sorbent polymer (9), in a storage bag (10) pro-
vided by sealing edge parts (10a) of a liquid-
permeable sheet; and
transferring the absorbent body base (1)
through a pair of rollers (2, 3), that are provided
to be opposed to each other with a predeter-
mined distance (c) therebetween, to squeeze
the absorbent body base (1) in a thickness di-
rection thereof at a linear pressure of 5.56 to
13.89kgf/cm,
wherein at least one of the rollers (2) is a press
print processing roller that has a plurality of
processing projections (2a) with a predeter-
mined layout on a circumference surface of the
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press print processing roller (2), squeezing of
the absorbent body base (1) forming a plurality
of linear pattern elements (1 a, 1 b, 1 c) on at
least one surface of the absorbent body base
(1) corresponding to the processing projections
(2a) of the press print processing roller (2), and
wherein the linear pattern elements (1 a, 1 b, 1
c) each have a groove-like straight or S shape
when seen from the top, are equally spaced from
one another along a width direction orthogonal
to a transfer direction of the absorbent body
base (1) and are dispersed in a staggered man-
ner, the number of linear pattern elements (1 a,
1 b, 1 c) on any straight line that extends along
the width direction being equal.

2. The manufacturing method of an absorbent body (4)
according to claim 1, wherein the linear pattern ele-
ments (1 a, 1 b, 1 c) are each formed in a straight or
S shape so that an orientation angle (θ, θ1, θ2, θ3),
which is a degree of inclination of the linear pattern
elements (1 a, 1 b, 1 c) to a transfer direction of the
absorbent body base (1), is 50 degrees or less at
any portion of each of the linear pattern elements
(1a, 1b, 1c).

3. The manufacturing method of an absorbent body (4)
according to claim 1 or 2, wherein the thickness of
the absorbent body base (1) before being squeezed
by the rollers is 6.0 to 10.0mm, a protrusion height
(h) of the processing projections (2a) of the press
print processing roller (2) is 0.5 to 2.5mm, and the
predetermined distance (c) between the rollers (2,
3) is 0.15 to 0.5mm.

4. The manufacturing method of an absorbent body (4)
according to any preceding claim, wherein each of
the rollers (2, 3) is a press print processing roller (2)
that has a plurality of processing projections (2a) with
a predetermined layout on a circumference surface
of the press print processing roller (2), the plurality
of processing projections (2a) of each roller (2) hav-
ing the same predetermined layout, and wherein the
rollers (2, 3) are arranged such that the absorbent
body base (1) is squeezed between a processing
projection (2a) of one roller (2) and a processing pro-
jection (2a) of the other roller (3) as the absorbent
body base (1) passes through the pair of rollers (2, 3).

5. An absorbent body (4) for a disposable diaper (11)
obtainable by the manufacturing method of an ab-
sorbent body (4) according to any of claims 1 to 4,
wherein an area in the absorbent body base (1) in
which the linear pattern elements (1 a, 1 b, 1 c) are
not formed has a predetermined thickness.

6. The absorbent body (4) for a disposable diaper (11)
according to claim 5, wherein the predetermined

thickness is 3mm or less.

7. The absorbent body (4) for a disposable diaper (11)
according to claim 5 or 6, further comprising a liquid
diffusion sheet (22) adhered to a surface of the ab-
sorbent body base (1), wherein the plurality of linear
pattern elements (1 a, 1 b, 1 c) are formed concavely
on the liquid diffusion sheet (22) together with the
surface of the absorbent body base (1).

8. The absorbent body (4) for a disposable diaper (11)
according to any of claims 5 to 7, wherein the plurality
of linear pattern elements (1 a, 1 b, 1 c) are formed
concavely on both faces of the absorbent body base
(1) so as to be opposed to one another with the same
layout.

Patentansprüche

1. Herstellungsverfahren für einen saugfähigen Körper
(4), wobei das Verfahren Folgendes umfasst:

Erzeugen einer streifenförmigen saugfähigen
Körperbasis (1) durch Einschließen eines saug-
fähigen Elements (7), erhalten durch Mischen
von wenigstens Zellstoff (8) und einem super-
saugfähigen Polymer (9) in einem Aufbewah-
rungsbeutel (10), bereitgestellt durch das Ab-
dichten von Randteilen (10a) einer flüssigkeits-
durchlässigen Lage; und
Transferieren der saugfähigen Körperbasis (1)
durch ein Paar Walzen (2, 3), die bereitgestellt
sind, einander mit einem vorgegebenen Ab-
stand (c) dazwischen gegenüberzuliegen, um
die saugfähige Körperbasis (1) in einer Dicken-
richtung davon mit einem linearen Druck von
5,56 bis 13,89 kgf/cm zusammenzudrücken,
wobei wenigstens eine der Walzen (2) eine
Druckverarbeitungspresswalze ist, die mehrere
Verarbeitungsvorsprünge (2a) mit einer vorge-
gebenen Gestaltungsform auf einer Umfangso-
berfläche der Druckverarbeitungspresswalze
(2) aufweist, wobei das Zusammendrücken der
saugfähigen Körperbasis (1) mehrere lineare
Musterelemente (1 a, 1 b, 1 c) auf wenigstens
einer Oberfläche der saugfähigen Körperbasis
(1) ausbildet, die den Verarbeitungsvorsprün-
gen (2a) der Druckverarbeitungspresswalze (2)
entsprechen, und
wobei die linearen Musterelemente (1 a, 1 b, 1
c) jeweils eine nutenähnliche, von oben gese-
hen gerade oder S-Form aufweisen, entlang ei-
ner Breitenrichtung senkrecht zu einer Trans-
portrichtung der saugfähigen Körperbasis (1)
gleichmäßig voneinander beabstandet sind und
gestaffelt verteilt sind, wobei die Anzahl von li-
nearen Musterelementen (1 a, 1 b, 1 c) auf jeder
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geraden Linie, die sich entlang der Breitenrich-
tung erstreckt, gleich ist.

2. Herstellungsverfahren eines saugfähigen Körpers
(4) nach Anspruch 1, wobei die linearen Musterele-
mente (1 a, 1 b, 1 c) jeweils in einer Geraden oder
einer S-Form ausgebildet sind, sodass ein Ausrich-
tungswinkel (θ, θ1, θ2, θ3), der ein Neigungswinkel
der linearen Musterelemente (1 a, 1 b, 1 c) zu einer
Transportrichtung der saugfähigen Körperbasis (1)
ist, an jedem Teil von jedem der linearen Mustere-
lemente (1 a, 1 b, 1 c) höchstens 50° beträgt.

3. Herstellungsverfahren eines saugfähigen Körpers
(4) nach Anspruch 1 oder 2, wobei die Dicke der
saugfähigen Körperbasis (1) vor dem Zusammen-
drücken durch die Walzen 6,0 bis 10,0 mm beträgt,
eine Vorstehhöhe (h) der Verarbeitungsvorsprünge
(2a) der Druckverarbeitungspresswalze (2) 0,5 bis
2,5 mm beträgt und der vorgegebene Abstand (c)
zwischen den Walzen (2, 3) 0,15 bis 0,5 mm beträgt.

4. Herstellungsverfahren eines saugfähigen Körpers
(4) nach einem der vorhergehenden Ansprüche, wo-
bei jede der Walzen (2, 3) eine Druckverarbeitungs-
presswalze (2) ist, die mehrere Verarbeitungsvor-
sprünge (2a) mit einer vorgegebenen Gestaltungs-
form auf einer Umfangsoberfläche der Druckverar-
beitungspresswalze (2) aufweist, wobei die mehre-
ren Verarbeitungsvorsprünge (2a) einer jeden Wal-
ze (2) dieselbe vorgegebene Gestaltungsform auf-
weisen und wobei die Walzen (2, 3) derart angeord-
net sind, dass die saugfähige Körperbasis (1)
zwischen einem Verarbeitungsvorsprung (2a) einer
Walze (2) und einem Verarbeitungsvorsprung (2a)
der anderen Walze (3) zusammengepresst wird,
während die saugfähige Körperbasis (1) durch das
Paar Walzen (2, 3) passiert.

5. Saugfähiger Körper (4) für eine Einwegwindel (11),
erhältlich durch das Herstellungsverfahren eines
saugfähigen Körpers (4) nach einem der Ansprüche
1 bis 4, wobei eine Fläche in der saugfähigen Kör-
perbasis (1), in der die linearen Musterelemente (1
a, 1 b, 1 c) nicht ausgebildet sind, eine vorgegebene
Dicke aufweist.

6. Saugfähiger Körper (4) für eine Einwegwindel (11)
nach Anspruch 5, wobei die vorgegebene Dicke
höchstens 3 mm beträgt.

7. Saugfähiger Körper (4) für eine Einwegwindel (11)
nach Anspruch 5 oder 6, ferner umfassend eine Flüs-
sigkeitsverteilungslage (22), die an einer Oberfläche
der saugfähigen Körperbasis (1) haftet, wobei die
mehreren linearen Musterelemente (1 a, 1 b, 1 c)
konkav auf der Flüssigkeitsverteilungslage (22) ge-
meinsam mit der Oberfläche der saugfähigen Kör-

perbasis (1) ausgebildet sind.

8. Saugfähiger Körper (4) für eine Einwegwindel (11)
nach einem der Ansprüche 5 bis 7, wobei die meh-
reren linearen Musterelemente (1 a, 1 b, 1 c) konkav
auf beiden Flächen der saugfähigen Körperbasis (1)
ausgebildet sind, um einander mit derselben Gestal-
tungsform gegenüberzuliegen.

Revendications

1. Procédé de fabrication d’un corps absorbant (4), le
procédé comprenant :

la préparation d’une base de corps absorbant
en forme de bande (1) par l’inclusion d’un élé-
ment absorbant (7), obtenu en mélangeant au
moins une pâte (8) et un polymère superabsor-
bant (9), dans une poche de stockage (10) four-
nie en scellant des parties de bord (10a) d’une
feuille perméable au liquide ; et
le transfert de la base de corps absorbant (1)
par l’intermédiaire d’une paire de rouleaux (2,
3), qui sont prévus pour être opposés l’un à
l’autre avec une distance prédéterminée (c) en-
tre eux, afin de comprimer la base de corps ab-
sorbant (1) dans une direction de l’épaisseur de
celle-ci à une pression linéaire de 5,56 à 13,89
kgf/cm,
dans lequel au moins l’un des rouleaux (2) est
un rouleau de traitement d’impression de presse
qui comporte une pluralité de saillies de traite-
ment (2a) avec une configuration prédéterminée
sur une surface circonférentielle du rouleau de
traitement d’impression de presse (2), compri-
mant la base de corps absorbant (1) formant
une pluralité d’éléments de motif linéaire (1 a, 1
b, 1 c) sur au moins une surface de la base de
corps absorbant (1) correspondant aux saillies
de traitement (2a) du rouleau de traitement d’im-
pression de presse (2), et
dans lequel les éléments de motif linéaire (1a,
1b, 1c) présentent chacun une forme droite de
type rainure ou de S lorsqu’ils sont vus du des-
sus, sont à égale distance les uns des autres le
long d’une direction de largeur orthogonale à
une direction de transfert de la base de corps
absorbant (1) et sont dispersés de façon déca-
lée, le nombre d’éléments de motif linéaire (1a,
1b, 1c) sur une quelconque ligne droite qui
s’étend le long de la direction de largeur étant
égal.

2. Procédé de fabrication d’un corps absorbant (4) se-
lon la revendication 1, dans lequel les éléments de
motif linéaire (1 a, 1 b, 1 c) présentent chacun une
forme droite ou de S, de sorte qu’un angle d’orien-
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tation (θ, θ1, θ2, θ3), qui est un degré d’inclinaison
des éléments de motif linéaire (1 a, 1 b, 1 c) vers
une direction de transfert de la base de corps absor-
bant (1), soit de 50 degrés ou moins au niveau d’une
portion quelconque de chacun des éléments de motif
linéaire (1 a, 1 b, 1 c).

3. Procédé de fabrication d’un corps absorbant (4) se-
lon la revendication 1 ou 2, dans lequel l’épaisseur
de la base de corps absorbant (1) avant compression
par les rouleaux est de 6,0 à 10,0 mm, une hauteur
de protubérance (h) des saillies de traitement (2a)
du rouleau de traitement d’impression de presse (2)
est de 0,5 à 2,5 mm, et la distance prédéterminée
(c) entre les rouleaux (2, 3) est de 0,15 à 0,5 mm.

4. Procédé de fabrication d’un corps absorbant (4) se-
lon l’une quelconque des revendications précéden-
tes, dans lequel chacun des rouleaux (2, 3) est un
rouleau de traitement d’impression de presse (2) qui
comporte une pluralité de saillies de traitement (2a)
avec une configuration prédéterminée sur une sur-
face circonférentielle du rouleau de traitement d’im-
pression de presse (2), la pluralité de saillies de trai-
tement (2a) de chaque rouleau (2) ayant la même
configuration prédéterminée, et dans lequel les rou-
leaux (2, 3) sont agencés de sorte que la base de
corps absorbant (1) soit comprimée entre une saillie
de traitement (2a) d’un rouleau (2) et une saillie de
traitement (2a) de l’autre rouleau (3) à mesure que
la base de corps absorbant (1) passe à travers la
paire de rouleaux (2, 3).

5. Corps absorbant (4) pour une couche jetable (11)
pouvant être obtenu par le procédé de fabrication
d’un corps absorbant (4) selon l’une quelconque des
revendications 1 à 4, dans lequel une zone dans la
base de corps absorbant (1) dans laquelle les élé-
ments de motif linéaire (1 a, 1 b, 1 c) ne sont pas
formés a une épaisseur prédéterminée.

6. Corps absorbant (4) pour une couche jetable (11)
selon la revendication 5, dans lequel l’épaisseur pré-
déterminée est de 3 mm ou moins.

7. Corps absorbant (4) pour une couche jetable (11)
selon la revendication 5 ou 6, comprenant en outre
une feuille de diffusion de liquide (22) adhérant à
une surface de la base de corps absorbant (1), dans
lequel la pluralité d’éléments de motif linéaire (1 a,
1 b, 1 c) est formée de façon concave sur la feuille
de diffusion de liquide (22) conjointement à la surfa-
ce de la base de corps absorbant (1).

8. Corps absorbant (4) pour une couche jetable (11)
selon l’une quelconque des revendications 5 à 7,
dans lequel la pluralité d’éléments de motif linéaire
(1a, 1b, 1c) sont formés de façon concave sur les

deux faces de la base de corps absorbant (1) de
façon à être opposés les uns aux autres avec la mê-
me configuration.

21 22 



EP 1 688 115 B1

13



EP 1 688 115 B1

14



EP 1 688 115 B1

15



EP 1 688 115 B1

16



EP 1 688 115 B1

17



EP 1 688 115 B1

18



EP 1 688 115 B1

19



EP 1 688 115 B1

20



EP 1 688 115 B1

21



EP 1 688 115 B1

22

REFERENCES CITED IN THE DESCRIPTION

This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European
patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description

• JP 5300922 A [0004]
• WO 2005004764 A1 [0005]

• JP 59124524 U [0006]
• EP 1330995 A2 [0007]


	bibliography
	description
	claims
	drawings
	cited references

