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Description
TECHNICAL FIELD

[0001] The present invention relates to a nonwoven
carrierforimmobilizing superabsorbent polymer particles
in an absorbent article, to an absorbent article such as a
diaper made of such carrier, to methods for manufactur-
ing said carrier and said absorbent article, as well as to
the use of a nonwoven carrier according to the invention
for immobilizing superabsorbent polymer particles in an
absorbent article, particularly a diaper. The present in-
vention is of particular importance to the field of hygiene
products, in particular diapers.

BACKGROUND

[0002] The use of superabsorbent polymer material in
disposable diapers is well known. The use of superab-
sorbent polymer material facilitates disposable diapers
having a thinner absorbent core versus the use of ab-
sorbent materials such as fluff pulp, especially while the
disposable diaper is in the dry state.

[0003] Today, mostdisposable diapers whichare com-
mercially available have absorbent cores containing a
mixture of cellulose fibers and superabsorbent polymer
particles. The cellulose fibers comprised by the absorb-
ent core partly hold the particles in place. The particles
are not completely immobilized and may still have some
degree of freedom to move within the interstices of the
cellulose fibers.

[0004] Prior absorbent structures have generally com-
prised relatively low amounts (e.g., less than about 50 %
by weight) of these superabsorbent polymer particles.
There are several reasons for this. The superabsorbent
polymer particles employed in prior absorbent structures
have generally not had an absorption rate that would al-
low them to quickly absorb body fluids, especially in
"gush" situations. This has necessitated the inclusion of
fibers, typically wood pulp fibers, to serve as temporary
reservoirs to hold the discharged fluids until absorbed by
the superabsorbent polymer particles. More importantly,
many of the known superabsorbent polymer particles ex-
hibited gel blocking. "Gel blocking" occurs when super-
absorbent polymer particles are wetted and the particles
swell so as to inhibit fluid transmission to other regions
of the absorbent structure. Wetting of these other regions
of the absorbent member therefore takes place via a very
slow diffusion process. In practical terms, this means ac-
quisition of fluids by the absorbent structure is much slow-
er than the rate at which fluids are discharged, especially
in gush situations. Leakage from the absorbent article
can take place well before the particles of SAP in the
absorbentmember are even close to being fully saturated
or before the fluid can diffuse or wick past the "blocking"
particles into the rest of the absorbent member. Gel
blocking can be a particularly acute problem if the super-
absorbent polymer particles do not have adequate gel
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strength and deform or spread under stress once the
particles swell with absorbed fluid.

[0005] These gel blocking phenomena have typically
necessitated the use of a fibrous matrix in which are dis-
persed the superabsorbent polymer particles. This fi-
brous matrix keeps the superabsorbent polymer particles
separated from one another. This fibrous matrix also pro-
vides a capillary structure that allows fluid to reach the
superabsorbent polymer particles located in regions re-
mote from the initial fluid discharge point. However, dis-
persing the superabsorbent polymer particles in a fibrous
matrix at relatively low concentrations in order to mini-
mize or avoid gel blocking can lower the overall fluid stor-
age capacity of thinner absorbent structures. Usage of
lower concentrations of these superabsorbent polymer
particles limits somewhat the real advantage of these
materials, namely their ability to absorb and retain large
quantities of body fluids per given volume. Another rea-
son why extremely high concentrations of superabsorb-
ent polymer particles were not possible resides in the
physical integrity disadvantage of structures made of par-
ticulate material. Creating a fibrous matrix therefore also
had the advantage of providing a fiber re-enforced struc-
ture, similar to those used in many other technical situ-
ations where structural re-enforcement is provided by fi-
brous elements, such as in fiberglass.

[0006] Using higher amounts of superabsorbent poly-
mer particles is desirable as it enables thinner absorbent
cores. However, in absorbent cores having high amounts
of superabsorbent polymer particles and litter or no cel-
lulose fibers, the superabsorbent polymer particles can
no longer be held in place, as the ratio of particles to
fibers is too high. In absorbent cores with very high
amounts of superabsorbent polymer particles, such as
more than 80%, the particles are generally immobilized
by the use of an adhesive, such as a hot melt adhesive,
applied as a fine, fibrous network within the absorbent
core. The application of adhesive, in particular hot melt
adhesive, has a number of disadvantages, including (i)
the potential to inhibit fluid distribution, (ii) process issues
due to dirt and blocking of nozzles during production, and
(iii) high costs. In addition, the polymer material is sand-
wiched between carrier substrates. The carrier sub-
strates are typically nonwoven webs.

[0007] Document EP 1 870 067 A1 discloses an ab-
sorbent article which has an absorber containing a web
of hydrophilic filaments, and super absorbent polymer
immersed and supported on web. The super absorbent
polymer has a particle diameter differing between the
surface sheet side and the reverse sheet side of web.
[0008] Document WO 2013/152809 A1 discloses a
unitary absorbent structure which comprises an absorb-
ent core and/or an acquisition and dispersion layer, said
absorbentcore and/or an acquisition and dispersion layer
comprising atleast one nonwoven fibrous substrate layer
having a void volume suitable to be penetrated by super
absorbent particles, characterized in that said super ab-
sorbent particles are dispersed in the substrate layer ac-
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cording to a size distribution gradient along the depth
direction or z-direction of said absorbent core and/or ac-
quisition and dispersion layers.

[0009] Document US 2007/142803 A1 discloses an
absorbent article which comprises a backsheet, and an
absorbentlayer adjacentto and in facing relationship with
the backsheet, where the absorbent layer comprises a
support substrate and a superabsorbent polymer com-
position, where the superabsorbent polymer composition
comprises a water-soluble ionic polymer capable of suf-
ficient non-radiative crosslinking within about 10 minutes
at a temperature of <120°C to reach an absorbent ca-
pacity of at least 1 g/g as measured by the Centrifuge
Retention Capacity Test, and where the absorbent layer
has been restretched.

[0010] Document US 2004/243080 A1 discloses hy-
drophilic nonwoven fabric laminates suitable for use as
a liquid permeable layer within absorbent pads. The non-
woven laminates generally include at least two layers: a
spunbond layer of continuous filament fibers and a melt-
blown layer of discontinuous filaments. The hydrophilic
laminate may further include either a hydrophilic coating
or additive. The resulting absorbent pads provide an ad-
vantageous balance of properties, including increased
wicking speed and height and improved containment
characteristics.

[0011] It has been found that the dense structure of
the superabsorbent polymer particles causes winding or
tearing issues even atlow line speed in a diaper machine.
Therefore use of nonwoven webs filled with superabsorb-
ent polymer particles are preferably not processed on
rolls.

[0012] Furthermore, absorbent cores with a high
amount of superabsorbent particles and a low amount of
fluff, and fluffless absorbent cores generally suffer from
a lack of softness.

[0013] Thereisthus aneed for disposable diapers with
absorbent cores with superabsorbent polymer particles,
to be more easily processable. Moreover there is still a
need for alternative fixation of the superabsorbent poly-
mer particles. There is also a need for an absorbent core
with a high amount of superabsorbent particles, which
retains a degree of softness.

[0014] The present invention aims to resolve at least
some of the problems mentioned above.

[0015] The invention thereto aims to provide an im-
proved absorbent core and process for making such a
core.

SUMMARY OF THE INVENTION

[0016] The present invention concerns an absorbent
article, preferably a disposable absorbent article, such
as a diaper. In a first aspect, the present invention spe-
cifically concerns a nonwoven carrier as specified in
claim 1.

[0017] A nonwoven carrier according to the invention
provides an at least two-layered structure with very dif-
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ferent properties. The top layer is porous, soft and bulky.
In contrast, the bottom layer has much smaller pores, but
considerably higher mechanical strength.

[0018] In a second aspect, the present invention pro-
vides an absorbent article comprising a nonwoven carrier
according to an embodiment of the invention immobiliz-
ing superabsorbent polymer particles.

[0019] The superabsorbent polymer particles can be
trapped in between the fibers of the upper layer, thereby
preventing them from moving in the longitudinal and
transversal direction (x-y plane) of the absorbent article.
The particles are kept from falling through the material,
i.e. kept from moving in a cross-sectional direction (z-
direction).

[0020] In a third aspect, a process for manufacturing
a nonwoven carrier according to an embodiment of the
invention, comprising the steps of: providing a nonwoven
bottom layer and a top layer comprising staple fibers, and
mechanically bonding the staple fibers to the nonwoven
bottom layer thereby providing the nonwoven carrier in
which the superabsorbent polymer particles are retained.
The mechanical bonding of the staple to the bottom layer
provides for an essentially permanent fixation of staple
fibers to a nonwoven carrier. A robust structure for trap-
ping and holding superabsorbent polymer particles is
provided.

[0021] In a further aspect, the invention also provides
aprocess for manufacturing an absorbent article accord-
ing to an embodiment of the invention, comprising the
steps of: providing a nonwoven carrier and providing the
nonwoven carrier with superabsorbent polymer particles.
[0022] The process provides a way to distribute super-
absorbent polymer particles over the nonwoven carrier
structure of the invention. Rather than only lying on the
surface of the top layer, particles will also be trapped
inside the fibers. Their distribution is limited by the bottom
layer. The pore size of the bottom layer is smaller than
the particle size of the superabsorbent polymer particles,
preventing the particles from falling through the material.
[0023] In a final aspect, the invention provides use of
a nonwoven carrier according to an embodiment of the
invention for immobilizing superabsorbent polymer par-
ticles in a diaper.

[0024] The nonwoven carrier provided by the invention
can be particularly advantageous for use in an absorbent
article such as a diaper.

[0025] Preferred embodiments are as specified in the
dependent claims.

BRIEF DESCRIPTION OF THE DRAWINGS

[0026] The invention will be further described in detail
with reference to the exemplary embodiments represent-
ed by the accompanying figures, in which

FIG. 1 shows a schematic cross-sectional view of an
absorbent article according to the present invention.
FIG. 2 shows a schematic cross-sectional view of a
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core wrap including a nonwoven carrier belonging
to the absorbent article from FIG. 1 according to the
present invention.

FIGS. 3a-g shows a technical drawing of different
patterns of clusters of superabsorbent polymer par-
ticles.

FIG. 4 shows a plan view of an embodiment of an
absorbent article according to the present invention.
FIG. 5 shows a plan view of an embodiment of an-
other type of absorbent article according to the
present invention.

DETAILED DESCRIPTION OF THE INVENTION

[0027] Unless otherwise defined, all terms used in dis-
closing the invention, including technical and scientific
terms, have the meaning as commonly understood by
one of ordinary skill in the art to which this invention be-
longs. By means of further guidance, term definitions are
included to better appreciate the teaching of the present
invention.

[0028] As used herein, the following terms have the
following meanings:

"A", "an", and "the" as used herein refer to both sin-
gular and plural referents unless the context clearly
dictates otherwise. By way of example, "a compart-
ment" refers to one or more than one compartment.

[0029] "About" as used herein referring to a measura-
ble value such as a parameter, an amount, a temporal
duration, and the like, is meant to encompass variations
of +/-20% or less, preferably +/-10% or less, more pref-
erably +/-5% or less, even more preferably +/-1% or less,
and still more preferably +/-0.1% or less of and from the
specified value, in so far such variations are appropriate
to perform in the disclosed invention. However, itis to be
understood that the value to which the modifier "about"
refers is itself also specifically disclosed.

[0030] "Comprise","comprising", and "comprises" and
"comprised of" as used herein are synonymous with "in-
clude", "including", "includes" or "contain", "containing",
"contains" and are inclusive or open-ended terms that
specify the presence of what follows e.g. component and
do not exclude or preclude the presence of additional,
non-recited components, features, element, members,
steps, known in the art or disclosed therein.

[0031] The recitation of numerical ranges by endpoints
includes all numbers and fractions subsumed within that
range, as well as the recited endpoints.

[0032] "Absorbentarticle" refers to devices that absorb
and contain liquid, and more specifically, refers to devic-
es that are placed against or in proximity to the body of
the wearer to absorb and contain the various exudates
discharged from the body. Absorbent articles include but
are not limited to diapers, adultincontinence briefs, train-
ing pants, diaper holders and liners, sanitary napkins and
the like.
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[0033] The absorbent article of the present invention
preferably comprises a liquid permeable top sheet, a lig-
uid impermeable back sheet, and an absorbent medium
disposed between the top sheet and the back sheet. The
absorbent medium may comprise a nonwoven carrier ac-
cording to the present invention. The absorbent article
may also include one or more features such as, but not
limited to, ears or side panels, leg cuffs, fastener com-
ponents and/or a belt. The top sheet, back sheet and the
absorbent medium could be made from any suitable ma-
terial known to the person skilled in the art.

[0034] "Absorbent medium"is the absorbent structure
disposed between the top sheet and the back sheet of
the absorbent article in at least the crotch region thereof.
The absorbent material can be of any conventional kind.
Examples of commonly occurring absorbent materials
are cellulosic fluff pulp, tissue layers, highly absorbent
polymers (so called superabsorbent polymer particles
(SAP)), absorbent foam materials, absorbent nonwoven
materials or the like. It is common to combine cellulosic
fluff pulp with superabsorbent polymers in an absorbent
material. Superabsorbent polymers are water-swellable,
water-insoluble organic or inorganic materials capable
of absorbing at least about 20 times their own weight of
an aqueous solution containing 0.9 weight percent of so-
dium chloride. Organic materials suitable for use as su-
perabsorbent materials can include natural materials
such as polysaccharides, polypeptides and the like, as
well as synthetic materials such as synthetic hydrogel
polymers. Such hydrogel polymers include, for example,
alkali metal salts of polyacrylic acids, polyacrylamides,
polyvinyl alcohol, polyacrylates, polyvinyl pyridines, and
the like. Other suitable polymers include hydrolyzed acry-
lonitrile grafted starch, acrylic acid grafted starch, and
isobutylene maleic anhydride copolymers and mixtures
thereof. The hydrogel polymers are preferably lightly
cross-linked to render the material substantially water
insoluble. Preferred superabsorbent materials are further
surface cross-linked so that the outer surface or shell of
the superabsorbent particle, fibre, flake, sphere, etc. pos-
sesses a higher crosslink density than the inner portion
of the superabsorbent. The superabsorbent materials
may be in any form which is suitable for use in absorbent
composites including particles, fibres, flakes, spheres,
and the like.

Preferably, the absorbent medium comprises a nonwo-
ven carrier according to the present invention.

[0035] "Diaper"refersto an absorbentarticle generally
worn by infants and incontinent persons about the lower
torso.

[0036] "Disposable"is used herein to describe articles
that are generally not intended to be laundered or other-
wise restored or reused (i. e. they are intended to be
discarded after a single use and, preferably, to be recy-
cled, composted or otherwise disposed of in an environ-
mentally compatible manner).

[0037] "Nonwoven" refers to a manufactured sheet,
web, or batt of directionally or randomly oriented fibres
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bonded by friction and/or cohesion and/or adhesion, ex-
cluding paper and products that are woven, knitted, tuft-
ed, stitchbonded incorporating binding yarns or fila-
ments, or felted by wet-milling, whether or not additionally
needled. The fibres may be of natural or man-made ori-
gin. They may also be staple or continuous filaments or
be formed in situ.

[0038] Theterm"topsheet"referstoaliquid permeable
material sheet forming the inner cover of the absorbent
article and which in use is placed in direct contact with
the skin of the wearer. The top sheet can comprise a
nonwoven material, e.g. spunbond, meltblown, carded,
hydroentangled, wetlaid etc. Suitable nonwoven materi-
als can be composed of man-made fibres, such as pol-
yester, polyethylene, polypropylene, viscose, rayon etc.
or natural fibers, such as wood pulp or cotton fibres, or
from a mixture of natural and man-made fibres. Further
examples of top sheet materials are porous foams, ap-
ertured plastic films, laminates of nonwoven materials
and apertured plastic films etc. The materials suited as
top sheet materials should be soft and nonirritating to the
skin and be readily penetrated by body fluid, e.g. urine
or menstrual fluid. The inner coversheet may further be
different in different parts of the absorbent article. The
"back sheet" refers to a material forming the outer cover
of the absorbent article. The back sheet may be the same
or different in different parts of the absorbent article. At
leastin the area of the absorbent medium, the back sheet
comprises a liquid impervious material in the form of a
thin plastic film, e.g. a polyethylene or polypropylene film,
a nonwoven material coated with a liquid impervious ma-
terial, a hydrophobic nonwoven material, which resists
liquid penetration, or a laminate of a plastic film and a
nonwoven material. The back sheet material may be
breathable so as to allow vapour to escape from the ab-
sorbent material, while still preventing liquids from pass-
ing there through. Examples of breathable back sheet
materials are porous polymeric films, nonwoven lami-
nates of spunbond and meltblown layers and laminates
of porous polymeric films and nonwoven materials.
[0039] The "staple fibers" refer to commercially avail-
able fibers that are filaments having diameters ranging
from less than about 0.001 mm to more than about 0.2
mm; they come in several different forms such as short
fibers ranging from about 10 to 50 mm in length and long
fibers with a length higher than 50 mm, preferably up to
100 mm.

[0040] The "spunbond fibers" refer to generally contin-
uous fibers which can be produced by the extrusion of
molten polymer from either a large spinneret having sev-
eral thousand holes per meter of width or with banks of
smaller spinnerets, for example, containing as few as 40
holes. After exiting the spinneret, the molten fibers are
quenched by a cross-flow air quench system, then pulled
away from the spinneret and attenuated by high speed
air. The average diameter of spunbond fibers is typically
in the range of from 15-60 wm or higher.

[0041] The staple and/or spunbond fibers for use in the

10

15

20

25

30

35

40

45

50

55

invention can be prepared from light and/or heavy fibers,
preferably polypropylene and/or polyester fibers. The
light fibers have a dtex below 3, preferably in the range
of 1 to 3 whereas the heavy fibers have a dtex of at least
3 and preferably lighter than 45 dtex. In case a blend of
lightand heavy fibers is used, the heavy fibres preferably
have a dtex value which is at least two times, but no
greater than 15 times that of the light fiber.

[0042] The "hydroentanglement process" refers to the
manufacturing of nonwoven webs. The process involves
directing a series of water jets towards a fibrous web
which is supported on a moving porous belt. The water
jets pass downwards through the mass of fibres and on
making contact with the surface of the belt, the jets re-
bound, and break up: the energy released causes entan-
glement of the mass of fibres.

[0043] "Superabsorbentpolymer particles" refer to wa-
ter-swellable, water-insoluble organic or inorganic mate-
rials capable, under the most favorable conditions, of ab-
sorbing at least about 10 times their weight, or at least
about 15 times their weight, or at least about 25 times
their weight in an aqueous solution containing 0.9 weight
percent

[0044] sodium chloride. In absorbent articles, such as
diapers, incontinent diapers, etc..., the particle size pref-
erably ranges between 100 to 1500 um or beyond, pref-
erably between 100 and 800 um, preferably between 300
to 600 um, more preferably between 400 to 500 um.
[0045] Fig. 1 and 2 show two embodiments of an ab-
sorbent article according to the present invention. Fig. 1
is a general schematic cross-sectional view of the ab-
sorbent article whereas Fig. 2 is a detailed part of the
schematic cross-sectional view of Fig. 1 showing the low-
er part of the absorbent article.

[0046] The inventors have found a way to provide an
improved absorbent core and process for making such
a core.

[0047] In particular, the present invention provides in
a first aspect an absorbent core (18) including a nonwo-
ven carrier (1) for immobilizing superabsorbent polymer
particles (28) in an absorbent article, comprising a top
layer (7) comprising staple fibers (19) penetrable by the
superabsorbent polymer particles and a nonwoven bot-
tom layer (8), which is mechanically bonded to the top
layer (Fig. 1). The absorbent core (18) is wrapped be-
tween two layers of nonwoven, the so-called core wrap.
The lower core wrap (5) is attached to the bottom layer
(8) ofthe nonwoven carrier (1) by thermoplastic adhesive
(9). The upper core wrap (4) is attached to the top surface
of the nonwoven carrier (1) by thermoplastic adhesive
(10). The superabsorbent polymer particles (28) can be
partly in contact with the adhesive coating (10) on the
upper core wrap (4).

[0048] In a preferred embodiment, the widths of the
core wrap nonwovens exceed the width of the nonwoven
carrier (1), so thatthe core wrap nonwovens can be bond-
ed with each other along the side edges by thermoplastic
adhesive (14).
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[0049] In a preferred embodiment, a wrap nonwoven
is at least partially and preferably completely folded
around the core and sealed on top or bottom.

[0050] In a preferred embodiment, a cup-shape con-
figuration is provided whereby the side edges of the lower
core wrap are folded on top of the core.

[0051] In an alternative embodiment, no core wrap is
provided.
[0052] Ontop ofthe absorbentcore (18), an acquisition

and distribution layer (ADL) (6) is placed which is at-
tached by thermoplastic adhesive (11). Preferably, the
ADL (6) is based upon Nonwovens Innovation & Re-
search Institute’s proprietary Hydrospace technology as
describedin EP 1644564A1. Note however, thatany type
of adhesive application knwion in the art could be used
to attach the ADL to other components or layers of an
absorbent article. In particular, adhesion can be obtained
by gluing, such by contact coating with full coverage or
partial coverage, e.g. in stripes, or by spray coating, e.g.
random spray coating or along a pattern, continuous or
discontinuous, e.g. by non-continuous lines of spiral
spray. Adhesion can also be obtained by alternative
bonding techniques, such as thermal bonding, thermo-
mechanical bonding, mechanical bonding and/or ultra-
sonic bonding.

[0053] The absorbent core (18) and the ADL (6) are
covered by a topsheet nonwoven (23) which is attached
to the components underneath with a layer of thermo-
plastic adhesive (24), by thermobonding and/or by ultra-
sonic bonding.

[0054] The nonwoven carrier (1) according to the in-
vention provides an at least two-layered structure with
very different properties (Fig. 2). The top layer (7) is po-
rous, soft and bulky. In contrast, the bottom layer (8) has
much smaller pores than the superabsorbent polymer
particles (28) and acts as a barrier. The pore size of the
bottom layer (8) is smaller than the particle size of the
superabsorbent polymer particles, preventing the parti-
cles from falling through the material. The particle size
of the particles is preferably between 100 to 800 pm. In
addition, the bottom layer (8) has a higher mechanical
strength, adding robustness to the nonwoven carrier (1).
As a result, the superabsorbent polymer particles (28)
are trapped in between the staple fibers (19) of the top
layer (7) that kept them from moving in the longitudinal
and transversal direction (x-y plane) of the absorbent ar-
ticle. Moreover, the superabsorbent polymer particles
(28) are kept from falling through the material, i.e. kept
from moving in a cross-sectional direction (z-direction).
The bottom layer is a spunmelt fabric, preferably a spun-
bond meltblown spunbond (SMS) fabric. The term "spun-
bond meltblown spunbond" (SMS) nonwoven fabric as
used herein refers to a multi-layer composite sheet com-
prising a web of meltblown fibers sandwiched between
and bonded to two spunbond layers. A SMS nonwoven
fabric can be formed in-line by sequentially depositing a
first layer of spunbond fibers, a layer of meltblown fibers,
and a second layer of spunbond fibers on a moving po-
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rous collecting surface. The assembled layers can be
bonded by passing them through a nip formed between
two rolls that can be heated or unheated and smooth or
patterned. Alternately, the individual spunbond and melt-
blown layers can be pre-formed and optionally bonded
and collected individually such as by winding the fabrics
on wind-up rolls. The individual layers can be assembled
by layering at a later time and bonded together to form
a SMS nonwoven fabric. Additional spunbond and/or
meltblown layers can be incorporated in the SMS fabric,
for example spunbond-meltblown-meltblown-spunbond
(SMMS), etc.

This multi-layered composite sheet product contribute
strength to the overall composite due to the exterior lay-
ers of the SMS or SMMS nonwoven fabric, while the mid-
dle or core layer comprises a meltblown web that pro-
vides barrier properties. The spunmelt bottom layer (8)
acts thus effectively as a barrier for the superabsorbent
polymer particles (28), but also adds robust mechanical
properties to the nonwoven carrier (1). As a result, the
nonwoven carrier (1) can be converted as roll good on a
diaper machine without experiencing winding or tearing
issues even at high line speed, e.g. 7 m/s. Owing to the
high resilience of the fibers (19) employed, as well as to
the bonding with the bottom layer (8), the top layer (7) is
likely to recover its lofty and porous state even after being
spooled and compressed on a roll. As a result, the su-
perabsorbent polymer particles (28) can penetrate into
and become entangled between the fibers (19), rather
than only lying on the surface of the top layer (7). The
bottom layer (8) acts as a barrier so that the superab-
sorbent polymer particles (28), to a large extent, get
trapped inside the nonwoven carrier (1).

SMS or SMMS nonwovens are typically composed of a
thermoplastic polymer, such as polypropylene, which
causes the nonwoven to be naturally hydrophobic. As a
result, the SMS or SMMS nonwovens are treated with a
topical hydrophilic treatment to increase absorption, such
as a surfactant treatment. In a preferred embodiment,
the grammage of the top layer (7) is 30 gsm.

[0055] In a preferred embodiment, the grammage of
the top layer (7) is at least 1 gsm, preferably at least 5
gsm, more preferably at least 10 gsm, more preferably
at least 15 gsm, even more preferably at least 20 gsm,
and/or preferably at most 200 gsm, more preferably at
most 100 gsm, more preferably at most 50 gsm, even
more preferably at most 40 gsm, e.g. 20, 25, 30, 35, 40
gsm, most preferably about 30 gsm.

[0056] In a preferred embodiment, the grammage of
the bottom layer (8) is 8 gsm.

In a preferred embodiment, the grammage of the bottom
layer (8) is at least 0,5 gsm, preferably at least 1 gsm,
more preferably at least 2 gsm, more preferably at least
3 gsm, more preferably at least 4 gsm, even more pref-
erably at least 5 gsm, and/or preferably at most 50 gsm,
more preferably at most 40 gsm, even more preferably
at most 30 gsm, even more preferably at most 20 gsm,
even more preferably at most 12 gsm, e.g. 5,6, 7, 8, 9,
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10, 11, 12 gsm, most preferably about 8 gsm.

[0057] In a preferred embodiment, the staple fibres
comprise a blend of two types of fibers, preferably poly-
esterfibers, polyethylene fibers and/or polypropylene fib-
ers. Preferably, a first type of fibres is short, more pref-
erably shorter than 50 mm, yet more preferably shorter
than 47 mm, still more preferably shorter than 43 mm,
even more preferably shorter than 40 mm, most prefer-
ably about 38 mm, and/or said first type of fibres is fine,
more preferably thinner than 3 dtex, still more preferably
thinner than 2.5 dtex, yet more preferably thinner than 2
dtex, yeteven more preferably thinner than 1.5 dtex, most
preferably about 1.3 dtex. Also preferable, a second type
of fibres of said two types is long, more preferably longer
than 50 mm, yet more preferably longer than 55 mm, still
more preferably longer than 60 mm, even more prefera-
bly longer than 65 mm, most preferably about 68 mm,
and/or said second type of fibres is coarse, more prefer-
ably thicker than 3 dtex, still more preferably thicker than
4 dtex, yet more preferably thicker than 5 dtex, yet even
more preferably thicker than 6 dtex, most preferably
about6.7 dtex. In a particular preferred embodiment, said
first type of fibres is short and fine, most preferably about
38 mm and 1.3 dtex and second type of fibres is long and
coarse, most preferably about 68 mm and 6.7 dtex.
[0058] In a more preferred embodiment, the blend
comprises between 10% and 50%, more preferably be-
tween 20% and 40%, yet more preferably between 25%
and 35%, most preferably about 30% of the first type of
fibres and/or 50% to 90%, more preferably between 60%
and 80%, yet more preferably between 65% and 75%,
most preferably about 70% of the second type of fibres.
[0059] Preferably, the staple fibers comprise a sub-
stantially round cross section, a substantially trilobal
cross section and/or a substantially quadrilobal cross
section.

[0060] In a preferred embodiment, the nonwoven car-
rier is rolled up and thereby typically compressed. The
nonwoven carrier devoid of superabsorbent polymer par-
ticles at this stage can be better transported. The com-
position of the top layer (7) provides for a good recovery
after compression. In a preferred embodiment, the top
layer (7) comprises a blend of two different types of staple
fibers: one type is short and fine, whereas the other type
is long and coarse. The top layer (7) is mechanically
bonded to the bottom layer (8) by hydroentanglement.
The short and fine fibers included in the top layer (7) are
particularly advantageous to achieve good bonding
strengths between the top layer (7) and the bottom layer
(8) in the hydroentanglement process. Preferably, the
short and fine fibers have a crimp frequency of 12/cm,
and the long and coarse fibers have a crimp frequency
of 3.5/cm. The recovery after compression of highloft
nonwoven fabrics can be determined with the EDANA
standard method WSP 120.R4 (12). In a preferred em-
bodiment, the recovery of the nonwoven carrier (1) ac-
cording to this method is greater than 90%.

[0061] In a preferred embodiment, the nonwoven car-

10

15

20

25

30

35

40

45

50

55

rier is comprising superabsorbent polymer particles
which are at least partially immobilized by the staple fib-
ers and retained by the bottom layer. The superabsorbent
polymer particles are trapped inside the fibers. That limits
their movement within the absorbent article, both in the
longitudinal and the transversal directions (x-y plane) as
well as up or downward (z-direction). The bottom layer
acts as an additional barrier. The average size of the
pores of the bottom layer is smaller than the average
particle size of the superabsorbent polymer particles, so
that even the fine fraction of the particles is prevented
from falling through the material. The sizes of superab-
sorbent polymer particles depend on the exact applica-
tion, but for absorbent articles such as diaper, the main
fraction is ranging between 100 to 800 um, preferably
between 300 to 600 um, more preferably between 400
and 500 um. Therefore, in a preferred embodiment, the
bottom layer has a pore size smaller than 300 xm, more
preferably smaller than 100 wm, yet more preferably
smaller than 50 pm, still more preferably smaller than 25
pm, even more preferably smaller than 10 um, thereby
retaining the superabsorbent polymer particles. Ina more
preferred embodiment, said SAPs are distributed in a
pattern, preferably said pattern comprises areas which
are essentially free from SAPSs, such as a clustered pat-
tern. Such SAP-free zones are indicated in the cross sec-
tional views of figs. 1 and 2 as zones (30).

[0062] In a preferred embodiment, the nonwoven car-
rier, the bottom layer and/or the top layer, are hydrophilic.
The nonwoven carrier, the bottom layer and/or the top
layer can be naturally hydrophobic because they can be
composed of polypropylene and/or polyester, respective-
ly; the nonwoven carrier, the bottom layer and/or the top
layer can be treated with a, preferably topical, hydrophilic
treatment to increase absorption, such as a surfactant
treatment.

[0063] In a second aspect, the invention provides an
absorbent article comprising a nonwoven carrier accord-
ing to an embodiment of the invention.

[0064] In a third aspect, the invention provides a proc-
ess for manufacturing a nonwoven carrier according to
an embodiment of the invention, comprising the steps of:
providing a nonwoven bottom layer wherein the bottom
layer is porous with a pore size smaller than that of the
superabsorbent polymer particles and a top layer com-
prising staple and/or spunbond fibers, and binding, such
as thermal binding, binding by melting by heat or pressure
or ultrasonics, binding by needlepunching, chemical
binding and/or binding by adhesives, preferably mechan-
ically binding the staple and/or spunbond fibers to the
nonwoven bottom layer thereby providing the nonwoven
carrier. In a preferred embodiment, the bottom layer and
the staple and/or spunbond fibers are bonded by hy-
droentanglement.

In a preferred embodiment, the process provides a way
to distribute superabsorbent polymer particles over the
carrier structure of the invention. Rather than only lying
on the surface of the top layer, superabsorbent polymer
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particles will also be trapped inside the fibers. Their dis-
tribution is limited by the bottom layer. Its density prevents
the particles from falling through the material. The super-
absorbent polymer particles (28) are arranged in a pat-
tern of discrete clusters (15) (Figs. 3a-g). In a preferred
embodiment, those clusters (15) are rectangles, but other
cluster shapes and patterns are possible as well. Other
patterns are shown in Figs. 3a-g. Along the SAP-free
zones (16), the upper core wrap (4) is attached to the
top-layer (7) of the nonwoven carrier (1) by thermoplastic
adhesive (10). In dry state, the superabsorbent polymer
particles (28) are contained in pocket-like compartments.
In wet state, in order to allow full swelling of the super-
absorbent polymer particles (28), those pocket-like com-
partments are no longer maintained. That is because of
two effects: the adhesive joints between the staple fibers
(19) and the upper core wrap (4) do partly break up, and
the staple fibers (19) are relatively loosely bonded to the
bottom layer (8), i.e. the free fiber length between bonding
points is relatively long; as a result, even if the adhesive
joints with the upper core wrap (4) stay intact, the staple
fibers (19) do not exert a considerable force against the
volume expansion of the absorbent core (18). Wet im-
mobilization (i.e., immobilization of superabsorbent pol-
ymer particles when the disposable diaper and thus the
nonwoven carrier at least partially is wetted) is improved
due to entanglement between the top layer fibers (19) of
the nonwoven carrier (1) and due to a part of the super-
absorbent polymer particles (28) still sticking to the ther-
moplastic adhesive (10) on the upper core wrap (4).
[0065] In a preferred embodiment, the process further
comprises the step of treating the nonwoven carrier (1),
the bottom layer (8) and/or the top layer (7) with a sur-
factant after the hydroentanglement process. The non-
woven carrier (1), the bottom layer (8) and/or the top layer
(7) are rendered hydrophilic through the use of a post
treatment application of a surfactant. The hydrophilic
characteristics of the nonwoven carrier (1), the bottom
layer (8) and/or the top layer (7 enhance the wettability,
and thus improve the absorbency when the carrier is em-
ployed for absorbent articles such as baby diapers or
adult incontinence diapers.

[0066] In apreferred embodiment, the the top layer (7)
is made of staple fibers which are provided in the form
of a pre-made carded web, or the staple fibers are fed
directly into the hydroentanglement process. Staple fib-
ers are prefered for the top layer (7) because the carded
web formation process is known to yield particularly bulky
nonwoven webs.

[0067] In a preferred embodiment, the process further
comprises the step of rolling up the nonwoven carrier.
[0068] In a further aspect, the invention provides a
process for manufacturing an absorbent article according
to an embodiment of the invention, comprising the steps
of: providing a nonwoven carrier according to an embod-
iment of the invention and providing the top layer of the
nonwoven carrier with superabsorbent polymer particles
to manufacture an absorbent article.
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[0069] In a final aspect, the invention provides for a
use of a nonwoven carrier according to an embodiment
of the invention forimmobilizing superabsorbent polymer
particles in an absorbent article, in particular in a diaper.
[0070] FIGS. 4 and 5 are plan views of disposable dia-
pers of a pant-type (adult) incontinence diaper and a baby
diaper according to a certain embodiment of the present
invention. The disposable diaper is shown in its flat out,
uncontracted state (i.e. without elastic induced contrac-
tion). The central part of the disposable diaper (27) is
shown which is limited by the outer part of the disposable
diaper (29). The superabsorbent polymer particles (28)
may be substantially continuously or clustered distribut-
ed within the central part of the disposable diaper (27).
[0071] Although the present invention has been de-
scribed with reference to preferred embodiments thereof,
many modifications and alternations may be made by a
person having ordinary skill in the art without departing
from the scope of this invention which is defined by the
appended claims.

Claims

1. A nonwoven carrier (1) for immobilizing superab-
sorbent polymer particles (28) in an absorbent arti-
cle, comprising a nonwoven top layer (7) penetrable
by the particles, and a nonwoven bottom layer (8),
whereby said top layer is mechanically bonded by
hydroentanglement to the bottom layer (8), wherein
the bottom layer (8) is porous with a pore size smaller
than said particles, characterized in that said top
layer (7) is a carded nonwoven made of staple fibers
(19), and in that the bottom layer is a spunmelt fabric.

2. The nonwoven carrier of of any of the previous
claims, wherein the bottom layer is a spunbond melt-
blown spunbond fabric.

3. The nonwoven carrier of any of the previous claims,
wherein the grammage of the top layer (7) is between
1to 200 gsm, preferably 5 to 100 gsm, more prefer-
ably 10 to 50 gsm, most preferably 15 to 40 gsm and
the grammage of the bottom layer (8) is between 0,5
to 50 gsm, preferably 1 to 40 gsm, more preferably
2 to 30 gsm, more preferably 3 to 20 gsm, most pref-
erably 4 to 12 gsm.

4. The nonwoven carrier of any of the previous claims,
wherein the staple fibers are a blend of at least two
types of polyester, polyethylene and/or polypropyl-
ene fibers.

5. The nonwoven carrier of claim 4, comprising at most
50% of a first type of fibers which are short and light,
and comprising at least 50% of a second type of long
and heavy fibers.
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The nonwoven carrier according to any of the previ-
ous claims, comprising superabsorbentpolymer par-
ticles which are at least partially immobilized by the
staple fibers and retained by the bottom layer.

The nonwoven carrier according to any of the previ-
ous claims, wherein the bottom layer has a pore size
smaller than 100 pm.

The nonwoven carrier according to any of the previ-
ous claims, wherein the nonwoven carrier, the bot-
tom layer and/or the top layer are hydrophilic.

Absorbent article comprising a nonwoven carrier ac-
cording to any of claims 1 to 8.

Process for manufacturing a nonwoven carrier ac-
cording to any of claims 1 to 8, comprising the steps
of: providing a nonwoven bottom layer (8) wherein
the bottom layer is porous with a pore size smaller
than that of the superabsorbent polymer particles
and a top layer, characterized in that the top layer
(7) is a carded nonwoven made of staple fibers (19)
and in that the process comprises the step of bond-
ing by hydroentanglement the staple fibers (19) to
the nonwoven bottom layer (8), said bottom layer (8)
being a spunmelt fabric, thereby providing the non-
woven carrier.

Process according to claim 10, further comprising
the step of treating the nonwoven carrier the bottom
layer and/or the top layer with a surfactant.

Process according to any of the claims 10 to 11,
wherein the bottom layer is a spunbond meltblown
spunbond fabric.

Process according to any of the claims 10to 12, com-
prising the step of rolling up the nonwoven carrier.

Process for manufacturing an absorbent article ac-
cording to claim 9, comprising the steps of:

- providing a nonwoven carrier according to the
claims 1 to 8,

- providing the top layer of the nonwoven carrier
with superabsorbent polymer particles to man-
ufacture an absorbent article.

Use of anonwoven carrier according to any of claims
1 to 8 for at least immobilizing superabsorbent pol-
ymer particles in a diaper.

Patentanspriiche

1.

Ein Vliesstofftrager (1) zur Immobilisierung von su-
perabsorbierenden Polymerpartikeln (28) in einem
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10.

absorbierenden Artikel, umfassend eine obere Vlies-
stofflage (7), die partikeldurchlassig ist, und eine un-
tere Vliesstofflage (8), wobei die obere Lage durch
Wasserstrahlverwirbelung mit der unteren Lage (8)
mechanisch verbunden ist, wobei die untere Lage
(8) mit einer Porengrofe, die kleiner als die Partikel
ist, poros ist, dadurch gekennzeichnet, dass die
obere Lage (7) ein kardierter, aus Stapelfasern (19)
hergestellter Vliesstoff ist, und dass die untere Lage
ein schmelzgesponnenes Gewebe ist.

Der Vliesstofftrager nach einem der vorhergehen-
den Anspriiche, wobei die untere Lage ein spinnge-
bundenes-schmelzgeblasenes-spinngebundenes
Gewebe ist.

Der Vliesstofftrager nach einem der vorhergehen-
den Anspriiche, wobei das Flachengewicht der obe-
ren Lage (7) zwischen 1 bis 200 g/m2, vorzugsweise
5 bis 100 g/m2, mehr bevorzugt 10 bis 50 g/m?2, am
meisten bevorzugt 15 bis 40 g/m?2 betrégt und das
Flachengewicht der unteren Lage (8) zwischen 0,5
und 50 g/m2, bevorzugt 1 bis 40 g/m2, besonders
bevorzugt 2 bis 30 g/m2, besonders bevorzugt 3 bis
20 g/m2, am meisten bevorzugt4 bis 12 g/m2 betragt.

Der Vliesstofftrager nach einem der vorhergehen-
den Anspriiche, wobei die Stapelfasern eine Mi-
schung aus mindestens zwei Typen von Polyester-,
Polyethylen- und/oder Polypropylenfasern sind.

Der Vliesstofftrdger nach Anspruch 4, umfassend
héchstens 50 % eines ersten Typs von Fasern, die
kurz und leicht sind, und umfassend mindestens 50
% eines zweiten Typs von langen und schweren Fa-
sern.

Der Vliesstofftrager nach einem der vorhergehen-
den Anspriiche, umfassend superabsorbierende
Polymerpartikel, die mindestens teilweise von den
Stapelfasern immobilisiert sind und von der unteren
Lage zuriickgehalten sind.

Der Vliesstofftrager nach einem der vorhergehen-
den Anspriiche, wobei die untere Lage eine Poren-
groRe von kleiner als 100 pm aufweist.

Der Vliesstofftrager nach einem der vorhergehen-
den Anspriiche, wobei der Vliesstofftrager, die un-
tere Lage und/oder die obere Lage hydrophil sind.

Absorbierender Artikel, der einen Vliesstofftrager
nach einem der Anspriiche 1 bis 8 umfasst.

Verfahren zur Herstellung eines Vliesstofftragers
nach einem der Anspriiche 1 bis 8, das die folgenden
Schritte umfasst: Bereitstellen einer unteren Vlies-
stofflage (8), wobei die untere Lage mit einer Poren-
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gréRe, die kleiner als die der superabsorbierenden
Polymerpartikel ist, pords ist, und einer oberen Lage,
dadurch gekennzeichnet, dass die obere Lage (7)
ein kardierter, aus Stapelfasern (19) hergestellter
Vliesstoff ist und dass das Verfahren den Schritt des
Verbindens der Stapelfasern (19) mit der unteren
Vliesstofflage (8) durch Wasserstrahlverwirbelung
umfasst, wobei die untere Lage (8) ein schmelzge-
sponnenes Gewebe ist, und dadurch Bereitstellen
des Vliesstofftragers.

Verfahren nach Anspruch 10, das auRerdem den
Schrittdes Behandelns des Vliesstofftragers, der un-
teren Lage und/oder der oberen Lage miteinem Ten-
sid umfasst.

Verfahren nach einem der Anspriiche 10 bis 11, wo-
bei die untere Lage ein spinngebundenes-schmelz-
geblasenes-spinngebundenes Gewebe ist.

Verfahren nach einem der Anspriiche 10 bis 12, das
den Schritt des Aufwickelns des Vliesstofftragers
umfasst.

Verfahren zur Herstellung eines absorbierenden Ar-
tikels nach Anspruch 9, das die folgenden Schritte
umfasst:

- Bereitstellen eines Vliesstofftragers nach den
Ansprichen 1 bis 8,

- Bereitstellen der oberen Lage des Vliesstoff-
tragers mit superabsorbierenden Polymerparti-
keln zum Herstellen eines absorbierenden Arti-
kels.

Einsatz eines Vliesstofftrdgers nach einem der An-
spriiche 1 bis 8, um mindestens die superabsorbie-
renden Polymerpartikel in einer Windel zu immobi-
lisieren.

Revendications

Un support non tissé (1) pour immobiliser des parti-
cules de polymeére superabsorbantes (28) dans un
article absorbant, comprenant une couche supérieu-
re non tissée (7), pouvant étre pénétrée par les par-
ticules, et une couche inférieure non tissée (8), dans
lequel ladite couche supérieure est mécaniquement
liee par hydroenchevétrement a la couche inférieure
(8), dans lequel la couche inférieure (8) est poreuse
avec une taille de pore plus petite que lesdites par-
ticules, caractérisé en ce que ladite couche supé-
rieure (7) estun non-tissé cardé fait de fibres courtes
(19), et que la couche inférieure est un tissu filé par
fusion.

Le support non tissé selon n’importe laquelle des
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revendications précédentes, dans lequel la couche
inférieure est un tissu non tissé filé-lié obtenu par
fusion-soufflage.

Le support non tissé selon n'importe laquelle des
revendications précédentes, dans lequel le gramma-
ge de la couche supérieure (7) est entre 1 a 2°gsm,
de préférence 5 a 100 gsm, plus de préférence entre
10 a 50 gsm, le plus de préférence 15 a 40 gsm et
le grammage de la couche inférieure (8) est entre
0,5 a 50 gsm, de préférence 1 a 40 gsm, plus de
préférence 2 a 30 gsm, plus de préférence 3 a 20
gsm, le plus de préférence 4 a 12 gsm

Le support non tissé selon n'importe laquelle des
revendications précédentes, dans lequel les fibres
courtes (19) sontun mélange d’au moins deux types
de fibres de polyester, de polyéthyléne et/ou de po-
lypropyléne.

Le support non tissé selon la revendication 4, com-
prenant au plus 50% d’un premier type de fibres qui
sont courtes et légéres, et comprenant au moins
50% d’un second type de fibres longues et lourdes.

Le support non tissé selon n'importe laquelle des
revendications précédentes, comprenant des parti-
cules de polymere superabsorbantes qui sont au
moins partiellementimmobilisées par les fibres cour-
tes et retenues par la couche inférieure.

Le support non tissé selon n'importe laquelle des
revendications précédentes, dans lequel la couche
inférieure a une taille de pore plus petite que 100 pm.

Le support non tissé selon n'importe laquelle des
revendications précédentes, dans lequel le support
non tissé, la couche inférieure et/ou la couche su-
périeure sont hydrophiles.

Article absorbant comprenant un support non tissé
selon n'importe laquelle des revendications 1 a 8.

Processus pour fabriquer un support non tissé selon
I'une quelconque des revendications 1 a 8, compre-
nant les étapes de: fourniture d’'une couche inférieu-
re non tissée (8) dans laquelle la couche inférieure
est poreuse avec une taille de pore plus petite que
celle des particules de polymeére superabsorbantes,
et d’'une couche supérieure, caractérisé en ce que
la couche supérieure (7) est un non-tissé cardé fait
de fibres courtes (19) et en ce que le processus
comprend I'étape de liaison par hydroenchevétre-
ment les fibres courtes (19) a la couche inférieure
non tissée (8), ladite couche inférieure (8) étant un
tissu filé par fusion, fournissant de ce fait le support
non tisse.
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Processus selon larevendication 10, comprenant en
outre I'étape de traitement du support non tissé, de
la couche inférieure et/ou de la couche supérieure
avec un agent de surface.

Processus selon 'une quelconque des revendica-
tions 10 a 11, dans lequel la couche inférieure est
un tissu non tissé filé-lié obtenu par fusion-soufflage.

Processus selon 'une quelconque des revendica-
tions 10 a 12, comprenant |'étape consistant a rouler
le support non tissé.

Processus pour fabriquer un article absorbant selon
la revendication 9, comprenant les étapes de:

- fourniture d’'un support non tissé selon les re-
vendications 1 a 8,

- fourniture de la couche supérieure du support
non tissé avec des particules de polymére su-
perabsorbantes pour fabriquer un article absor-
bant.

Utilisation d’'un support non tissé selon I'une quel-
conque des revendications 1 a 8 pour au moins im-
mobiliser des particules de polymére superabsor-
bantes dans une couche-culotte.
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