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SANTARY ARTICLE AND METHOD FOR 
MAKING THE SAME 

CROSS-REFERENCE TO RELATED 
APPLICATION 

0001. This application claims priority of Taiwanese appli 
cation no. 102104004, filed on Feb. 1, 2013. 

BACKGROUND OF THE INVENTION 

0002 1. Field of the Invention 
0003. This invention relates to a sanitary article, particu 
larly to a sanitary article for absorbing a body fluid and a 
method for making the same. 
0004 2. Description of the Related Art 
0005. A sanitary article, especially a sanitary napkin for 
night use, normally has a thickness larger than 5 mm, and is 
therefore bulky and not comfortable to wear. 
0006. In a conventional sanitary article, a mixture of pull 
verized pulp and superabsorbent polymer (SAP) powder is 
used to form an absorbent body. The provision of the bulky 
pulverized pulp facilitates the flow of liquid in the absorbent 
body so as to prevent the liquid from accumulating at a 
specific region of the absorbent body. This is the reason why 
the thickness of the absorbent body cannot be considerably 
reduced. 
0007. On the other hand, if the percentage of the SAP 
powder in the absorbent body is increased, the SAP powder 
cannot be properly confined by the pulverized pulp. Thus, the 
SAP powder and pulverized pulp need to be further mixed 
with thermo-melting composite fibers, and then Subjected to 
a heating treatment so as to bind the SAP powder in the 
absorbent body. However, the introduction of the composite 
fibers considerably reduces the absorption ability of the SAP 
powder. 
0008 U.S. Pat. No. 5,284,610 discloses a high molecular 
absorbent sheet manufacturing process which includes send 
ing paper pulp and a high molecular absorbent compound to 
a trough for mixing by wired cylinders and spreading over a 
conveyer system, drying the mixture carried on the conveyer 
system, and squeezing the dried mixture into a roll of high 
molecular absorbent sheet through two matched hot impres 
sion cylinders. 

SUMMARY OF THE INVENTION 

0009. An object of the present invention is to provide a 
sanitary article and a method for making the same. The sani 
tary article made by the method of this invention has an 
unexpected excellent absorption ability in comparison with 
conventional sanitary articles, and has a thickness less than 5 

0010. According to a first aspect of this invention, a 
method for making a sanitary article includes the following 
steps: 

0011 (a) providing a loading route which includes a 
plurality of Zones arranged in series in a linear direction; 

0012 (b) providing a conveying web member which 
includes a plurality of loading regions that are displaced 
from each other in the linear direction; 

0013 (c) causing the conveying web member to move 
along the linear direction Such that each of the loading 
regions sequentially passes through the plurality of 
Zones; 
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0.014 (d) sprinkling a first fraction of a predetermined 
amount of pulverized pulp onto a respective one of the 
loading regions when the respective one of the loading 
regions is being moved through a first one of the plural 
ity of Zones so as to form a first pulp layer on the 
respective one of the loading regions; 

0.015 (e) sprinkling a first fraction of a predetermined 
amount of superabsorbent polymer (SAP) powder onto 
the first pulp layer when the respective one of the loading 
regions loaded with the first pulp layer is being moved 
through a second one of the plurality of Zones so as to 
form a first SAP layer on the first pulp layer; 

0016 (f) sprinkling a second fraction of the predeter 
mined amount of the pulverized pulp onto the first SAP 
layer when the respective one of the loading regions 
loaded with the first pulp layer and the first SAP layer is 
being moved through a third one of the plurality of Zones 
so as to form a second pulp layer on the first SAP layer; 

0017 (g) sprinkling a second fraction of the predeter 
mined amount of the SAP powder onto the second pulp 
layer when the respective one of the loading regions 
loaded with the second pulp layer, the first SAP layer, 
and the first pulp layer is being moved through a fourth 
one of the plurality of Zones so as to form a second SAP 
layer on the second pulp layer, thereby forming a trans 
ferable pulp-and-SAP powder layer combination; and 

0.018 (h) transferring the transferable pulp-and-SAP 
powder layer combination so as to permit the transfer 
able pulp-and-SAP powder layer combination to be 
sandwiched between upper and lower sheets. 

0019. According to a second aspect of this invention, a 
sanitary article includes an absorbent pad which includes an 
upper sheet layer, a lower sheet layer, and a pulp-and-SAP 
powder layer combination sandwiched between the upper 
and lower sheet layers. The pulp-and-SAP powder layer.com 
bination is made by the following steps of: 

0020 (i) sprinkling a first fraction of a predetermined 
amount of pulverized pulp to form a first pulp layer, 

0021 (ii) sprinkling a first fraction of a predetermined 
amount of superabsorbent polymer (SAP) powder onto 
the first pulp layer so as to form a first SAP layer on the 
first pulp layer, 

0022 (iii) sprinkling a second fraction of the predeter 
mined amount of the pulverized pulp onto the first SAP 
layer as to form a second pulp layer on the first SAP 
layer; 

0023 (iv) sprinkling a second fraction of the predeter 
mined amount of the SAP powder onto the second pulp 
layer so as to form a second SAP layer on the first pulp 
layer; and 

0024 (v) sprinkling a third fraction of the predeter 
mined amount of the pulverized pulp onto the second 
SAP layer so as to form a third pulp layer on the second 
SAP layer, thereby forming the pulp-and-SAP powder 
layer combination. 

BRIEF DESCRIPTION OF THE DRAWINGS 

0025. Other features and advantages of the present inven 
tion will become apparent in the following detailed descrip 
tion of the preferred embodiments of the invention, with 
reference to the accompanying drawings, in which: 
0026 FIG. 1 is a cross-sectional view of the preferred 
embodiment of a sanitary article according to this invention; 
and 
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0027 FIG. 2 is a flow diagram illustrating the preferred 
embodiment of a method for making the sanitary article 
according to this invention. 

DETAILED DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 

0028. Referring to FIG. 1, the preferred embodiment of a 
sanitary article (sanitary napkin) according to this invention 
includes an absorbent pad 10, a liquid-permeable layer 16 
disposed on an upper side of the absorbent pad 10, a liquid 
impermeable layer 11 disposed on a lower side of the absor 
bent pad 10, and an absorbent enhancement layer 15 disposed 
between the absorbent pad 10 and the liquid-permeable layer 
16. 
0029. The absorbent pad 10 and the absorbent enhance 
ment layer 15 are enclosed between the liquid-permeable 
layer 16 and the liquid-impermeable layer 11. The absorbent 
enhancement layer 15 is made of a water-absorbent material 
and can rapidly absorb abody fluid and transfer the fluid to the 
absorbent pad 10. Preferably, the absorbent enhancement 
layer 15 is preferably made from cellulose/cotton paper or 
composite fibers. The composite fibers may be made from a 
copolymer of polypropylene and polyethylene, or a copoly 
mer of polyethylene terephthalate and polyethylene. 
0030 The liquid-impermeable layer 11 is a liquid-imper 
meable plastic substrate to prevent leakage of the body fluid, 
and is made of for example, polyethylene. The liquid-perme 
able layer 16 is disposed to directly contact the skin of a user, 
and is preferably made of a liquid-permeable non-woven 
fabric (such as polyethylene/polyethylene terephthalate (PE/ 
PET) composite fibers or polyethylene/polypropylene (PE/ 
PP) composite fibers). In addition, the liquid-permeable layer 
16 may include Some additives, such as aloe Vera, Vitamin E, 
a lubricant, an antibacterial agent, and any other additives that 
can help keep the skin surface of the user in a comfortable 
condition. 
0031. The preferred embodiment of a method for making 
the sanitary article, especially the absorbent pad 10, is shown 
in FIG. 2. The method includes the following steps A to K. 
0032. In step A, a loading route is provided. The loading 
route includes a plurality of Zones arranged in series in a 
linear direction (L). In this embodiment, first to sixth Zones 
201, 202, 203, 204, 205, 206 are provided. 
0033. In step B, a conveying web member 23 is provided. 
The conveying web member 23 includes a plurality of loading 
regions 230 that are displaced from each other in the linear 
direction (L). In the preferred embodiment, the conveying 
web member 23 is a looped conveying belt. 
0034. In step C, the conveying web member 23 is caused to 
move along the linear direction (L) Such that each of the 
loading regions 230 sequentially passes through the first to 
sixth Zones 201, 202, 203, 204, 205, 206. 
0035. In step D, a first pulp sprinkler 211 is used to 
sprinkle a first fraction of a predetermined amount of pulver 
ized pulp onto a respective one of the loading regions 230 
when the respective one of the loading regions 230 is being 
moved through the first Zone 201 so as to form a first pulp 
layer on the respective one of the loading regions 230. In the 
preferred embodiment, the pulverized pulp is in dry form. 
0036. In step E, a first SAP sprinkler 221 is used to 
sprinkle a first fraction of a predetermined amount of Super 
absorbent polymer (SAP) powder onto the first pulp layer 
when the respective one of the loading regions 230 loaded 
with the first pulp layer is being moved through the second 
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Zone 202 so as to form a first SAP layer on the first pulp layer. 
The SAP powder may include a powder material selected 
from poly(acrylic acid), polyacrylamide, or polyethylene 
alcohol. 
0037. In step F, a second pulp sprinkler 212 is used to 
sprinkle a second fraction of the predetermined amount of the 
pulverized pulp onto the first SAP layer when the respective 
one of the loading regions 230 loaded with the first pulp layer 
and the first SAP layer is being moved through the third Zone 
203 so as to form a second pulp layer on the first SAP layer. 
0038. In step G, a second SAP sprinkler 222 is used to 
sprinkle a second fraction of the predetermined amount of the 
SAP powder onto the second pulp layer when the respective 
one of the loading regions 230 loaded with the second pulp 
layer, the first SAP layer, and the first pulp layer is being 
moved through the fourth Zone 204 so as to form a second 
SAP layer on the second pulp layer. 
0039. In step H, a third pulp sprinkler 213 is used to 
sprinkle a third fraction of the predetermined amount of the 
pulverized pulp onto the second SAP layer when the respec 
tive one of the loading regions 230 loaded with the first and 
second pulp layers and the first and second SAP layers is 
being moved through the fifth Zone 205 so as to form a third 
pulp layer, thereby forming a transferable pulp-and-SAP 
powder layer combination 13. It should be noted that 
although the loading route in this preferred embodiment 
includes six Zones 201, 202, 203, 204, 205, 206, the number 
of Zones may vary. 
0040. In step I, the transferable pulp-and-SAP powder 
layer combination 13 is transferred so as to be sandwiched 
between upper and lower sheets 140, 120. Each of the upper 
and lower sheets 140,120 is made of a water-absorbent mate 
rial, and is preferably made from cellulose/cotton paper or 
composite fibers. The composite fibers may be made from a 
copolymer of polypropylene and polyethylene, or a copoly 
mer of polyethylene terephthalate and polyethylene. The 
materials of the upper and lower sheets 140, 120 can be the 
same or different. 
0041. In this preferred embodiment, step I includes the 
following substeps: (I1) advancing the lower sheet 120 in the 
linear direction (L) downstream of the sixth Zone 206; (I2) 
advancing the upper sheet 140 in the linear direction (L) such 
that the upper sheet 140 covers a leading segment 121 of the 
lower sheet 120 while leaving a trailing segment 122 of the 
lower sheet 120 uncovered by the upper sheet 140; and (I3) 
transferring the transferable pulp-and-SAP powder layer 
combination 13 by suction to the trailing segment 122 of the 
lower sheet 120 so as to be advanced therewith to be sand 
wiched between the upper and lower sheets 140, 120. 
0042 Specifically, the transferable pulp-and-SAP powder 
layer combination 13 is transferred using a transferring 
device 24 that extends from the sixth Zone 206 to the trailing 
segment 122 of the lower sheet 120, and which includes a 
conveying rigid member (not shown) including a plurality of 
rigid areas (not shown) that are displaced from each other in 
the linear direction (L). Each of the rigid areas is formed with 
a Suction hole (not shown) extending through the rigid area, 
and a wire screen (not shown) fully covering the Suction hole. 
The suction hole can be configured to have a desired hole 
shape. The wire Screen has a mesh size Smaller than the 
particle size of the pulverized pulp and the SAP powder. The 
transferring device 24 has first and second sections 241,242. 
In operation, the conveying rigid member is caused to move 
along the linear direction (L) Such that each of the rigid areas 
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sequentially passes through the first and second sections 241, 
242. When a respective one of the rigid areas is being moved 
to the first section 241, the transferable pulp-and-SAP powder 
layer combination 13 being moved on the conveying web 
member 23 to the sixth Zone 206 is suctioned up to cover the 
Suction hole of the respective one of rigid areas, and hence 
assumes a shape Substantially consistent with the hole shape 
of the suction hole. When the respective one of the rigid areas 
is being moved to the second section 242, the transferable 
pulp-and-SAP powder layer combination 13 is released and 
falls onto the trailing segment 122 of the lower sheet 120, 
whereby the transferable pulp-and-SAP powder layer com 
bination 13 having a desired shape can be disposed on the 
lower sheet 120. By virtue of the above steps A to I, a plurality 
of the transferable pulp-and-SAP powder layer combinations 
13 are transferred so as to be sandwiched between the upper 
and lower sheets 140, 120. 
0043. In step J, the upper and lower sheets 140, 120 with 
the transferable pulp-and-SAP powder layer combinations 13 
sandwiched therebetween are pressed together using a press 
ing device 25 to thereby obtain an absorbent laminate 100. 
The absorbent laminate 100 has a thickness ranging from 0.5 
mm to 3 mm. It should be noted because no thermo-melting 
material is added to the transferable pulp-and-SAP powder 
layer combination 13, step J can be implemented at room 
temperature or at a relatively high temperature. In the pre 
ferred embodiment, step J is implemented at room tempera 
ture, so that the absorption ability of the SAP powder will not 
be adversely affected or compromised. 
0044. In step K, the absorbent laminate 100 is cut to form 
a plurality of the absorbent pads 10, each of which includes an 
upper sheet layer 14, a lower sheet layer 12, and the transfer 
able pulp-and-SAP powder layer combination 13. It should 
be noted that because the transferable pulp-and-SAP powder 
layer combination 13 is formed into a specific shape consis 
tent with the hole shape of the suction hole, it can be properly 
enclosed between the upper and lower sheet layers 14, 12 and 
the pulverized pulp and the SAP powder therein are less likely 
to escape therefrom during the cutting step. Furthermore, 
since the transferable pulp-and-SAP powder layer combina 
tion 13 is enclosed between the upper and lower sheet layers 
14, 12, it is not necessary to add thermo-melting material for 
binding the SAP powder. 
0045. In this preferred embodiment, based on a total 
weight of each of the absorbent pads 10, each of the absorbent 
pads 10 has the pulverized pulp in an amount ranging from 25 
wt % to 65 wt %, and the SAP powder in an amount ranging 
from 5 wt % to 65 wt %. 

0046. In the case that each of the upper and lower sheet 
layers 14, 12 of the absorbent pad 10 is made from cellulose/ 
cotton paper, based on a total weight of the absorbent pad 10. 
the upper and lower sheet layers 14, 12 have a weight per 
centage ranging from 10 wt % to 25 wt %, the pulverized pulp 
is in an amount ranging from 25 wt % to 60 wt %, and the SAP 
powder is in an amount ranging from 15 wt % to 65 wt %. 
0047. In the case that each of the upper and lower sheet 
layers 14, 12 of the absorbent pad 10 is made from composite 
fibers, based on a total weight of the absorbent pad 10, the 
upper and lower sheet layers 14, 12 have a weight percentage 
ranging from 5 wt % to 30 wt %, the pulverized pulp is in an 
amount ranging from 35 wt % to 65 wt %, and the SAP 
powder is in an amount ranging from 5 wt % to 60 wt %. 
0048. It should be noted that, in the conventional sanitary 
napkins, the ratio of the pulverized pulp and the SAP powder 
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is about 10:1. In the method according to this invention, the 
ratio of the pulverized pulp and the SAP powder can be 
approximately 1:1. Because the amount of the pulverized 
pulp is reduced, the thickness and weight of the sanitary 
article of this invention can be greatly reduced. 
0049. In addition, in the method of this invention, since the 
pulverized pulp is in dry form, as is the SAP powder, a drying 
(heating) process is not necessary. It is found that when the 
pulverized pulp is in dry form, the sanitary article has an 
unexpected excellent absorption ability. Thus, the method of 
this invention is suitable for producing a sanitary napkin for 
night use, which may have a length ranging from 35 cm to 50 
C. 

Example 1 

0050. A sanitary napkin as shown in FIG. 1 was produced. 
The sanitary napkin had a thickness of 3 mm, a weight of 12.5 
g, and a length of 36.5 cm, and included a liquid-permeable 
layer 16 made from PE/PET composite fiber (FAR EAST 
ERN, Taiwan), a liquid-impermeable layer 11 which was a 
polyethylene film (commercially available from Tai-Young 
Film Co., Ltd., Taiwan), an absorbent enhancement layer 15 
which was a SMS nonwoven fabric (commercially available 
from Universal Incorporation, Taiwan), and an absorbent pad 
10 made by the method of this invention. The absorbent pad 
10 had upper and lower sheet layers 14, 12 each being made 
from cellulose paper (commercially available from Union 
Paper Corporation, Taiwan), and a pulp-and-SAP powder 
layer combination 13, which included pulverized pulp (com 
mercially available from Weyerhaeuser, USA), and SAP 
powder (poly (acrylic acid), commercially available from 
Sumitomo Chemical Co., Ltd., Japan). Based on a total 
weight of the absorbent pad 10, the upper and lower sheet 
layers 14, 12 had a weight percentage of 19 wt %, the pulver 
ized pulp was in an amount of 39 wt %, and the SAP powder 
was in an amount of 42 wt %. 

Example 2 

0051. A sanitary napkin of Example 2 was made accord 
ing the procedures employed for making that of Example 1, 
except that the sanitary napkin of Example 2 had a weight of 
13.9 g and a length of 40.0 cm. 
0.052 
0053 To demonstrate the superior absorption ability of the 
sanitary article according to the present invention, the sani 
tary napkins of Examples 1 and 2 and commercially available 
sanitary napkins were subjected to an absorbency test. In this 
test, each of the sanitary napkins was weighed to obtain a dry 
weight (WO), and was then immersed in pure water until fully 
saturated. Thereafter, the sanitary napkin was removed and 
allowed to drip until dripping stopped. The wet sanitary nap 
kin was then weighed to obtain a wet weight (W1). The 
absorption ability of each of the sanitary napkins was repre 
sented by the following equation (I). The greater the value, the 
better the absorption ability. 

Absorbency Test 

Absorption ability=W1/WO (I) 

0054. The test results are shown in Table 1. 
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TABLE 1. 

Sanitary napkin (Product Absorption 
name) Length (cm) Weight (g) ability 

Kao, Laurier, Safety 3S.O 15.1 19.0 
Comfort Night Slim Wing 
Kao, Laurier, Safety 40.O 17.3 18.0 
Comfort with Gathers 
P&G, Whisper, Soft & Dry 36.0 18.9 11.2 
P&G, Whisper, Soft & Dry 40.O 23.3 10.8 
Unicharm, Sofy, 3S.O 15.6 31.8 
Ultra-deep Sleep 
Unicharm, Sofy, 410 16.4 28.6 
Ultra-deep Sleep 
Kotex, Natural Herbal Slim 3S.O 17.1 29.4 
Kotex, Natural Herbal Slim 410 23.2 33.9 
Carnation, Panty Liner, 36.5 18.1 19.6 
Lightweight and Highly 
Absorbent 
Carnation, Panty Liner, 40.O 20.8 19.0 
Lightweight and Highly 
Absorbent 
Example 1 36.5 12.5 48.3 
Example 2 40.O 13.9 49.8 

0.055 From the results shown in Table 1, it was found that, 
compared with the commercially available sanitary napkins, 
the sanitary napkins of Examples 1 and 2 had lighter weights 
and better absorption ability. 
0056 While the present invention has been described in 
connection with what are considered the most practical and 
preferred embodiments, it is understood that this invention is 
not limited to the disclosed embodiments but is intended to 
cover various arrangements included within the spirit and 
Scope of the broadest interpretations and equivalent arrange 
mentS. 

What is claimed is: 
1. A method for making a sanitary article, comprising the 

following steps: 
(a) providing a loading route which includes a plurality of 

Zones arranged in series in a linear direction; 
(b) providing a conveying web member which includes a 

plurality of loading regions that are displaced from each 
other in the linear direction; 

(c) causing the conveying web member to move along the 
linear direction Such that each of the loading regions 
sequentially passes through the plurality of Zones; 

(d) sprinkling a first fraction of a predetermined amount of 
pulverized pulp onto a respective one of the loading 
regions when the respective one of the loading regions is 
being moved through a first one of the plurality of Zones 
So as to form a first pulp layer on the respective one of the 
loading regions; 

(e) sprinkling a first fraction of a predetermined amount of 
superabsorbent polymer (SAP) powder onto the first 
pulp layer when the respective one of the loading regions 
loaded with the first pulp layer is being moved through a 
second one of the plurality of Zones So as to form a first 
SAP layer on the first pulp layer; 

(f) sprinkling a second fraction of the predetermined 
amount of the pulverized pulp onto the first SAP layer 
when the respective one of the loading regions loaded 
with the first pulp layer and the first SAP layer is being 
moved through a third one of the plurality of Zones so as 
to form a second pulp layer on the first SAP layer; 

(g) sprinkling a second fraction of the predetermined 
amount of the SAP powder onto the second pulp layer 
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when the respective one of the loading regions loaded 
with the second pulp layer, the first SAP layer, and the 
first pulp layer is being moved through a fourth one of 
the plurality of Zones so as to form a second SAP layer 
on the second pulp layer, thereby forming a transferable 
pulp-and-SAP powder layer combination; and 

(h) transferring the transferable pulp-and-SAP powder 
layer combination so as to permit the transferable pulp 
and-SAP powder layer combination to be sandwiched 
between upper and lower sheets. 

2. The method of claim 1, wherein step (h) includes the 
following Substeps: 

(h1) advancing the lower sheet in the linear direction down 
stream of the fourth one of the plurality of Zones; 

(h2) advancing the upper sheet in the linear direction Such 
that the upper sheet covers a leading segment of the 
lower sheet while leaving a trailing segment of the lower 
sheet uncovered by the upper sheet; and 

(h3) transferring the transferable pulp-and-SAP powder 
layer combination by Suction to the trailing segment of 
the lower sheet so as to be advanced therewith to be 
sandwiched between the upper and lower sheets. 

3. The method of claim 1, further comprising a step (i) of 
pressing together the upper and lower sheets with the trans 
ferable pulp-and-SAP powder layer combination sandwiched 
therebetween into an absorbent laminate. 

4. The method of claim 3, wherein step (i) is implemented 
at room temperature. 

5. The method of claim 3, wherein the absorbent laminate 
has a thickness ranging from 0.5 mm to 3 mm. 

6. The method of claim 3, further comprising a step () of 
cutting the absorbent laminate into a plurality of absorbent 
pads. 

7. The method of claim 6, wherein, based on a total weight 
of each of the absorbent pads, each of the absorbent pads has 
the pulverized pulp in an amount ranging from 25 wt % to 65 
wt %, and the SAP powder in an amount ranging from 5 wt % 
to 65 wt %. 

8. The method of claim 3, further comprising, between 
steps (g) and (h), a step (k) of sprinkling a third fraction of the 
predetermined amount of the pulverized pulp onto the second 
SAP layer when the respective one of the loading regions 
loaded with the first and second pulp layers and the first and 
second SAP layers is being moved through a fifth one of the 
plurality of Zones so as to form a third pulp layer, such that the 
transferable pulp-and-SAP powder layer combination 
includes the first, second and third pulp layers and the first and 
second SAP layers. 

9. The method of claim 1, wherein the pulverized pulp is in 
dry form. 

10. The method of claim 1, wherein each of the upper and 
lower sheets is made of a water-absorbent material. 

11. A sanitary article comprising an absorbent pad which 
includes: 

an upper sheet layer; 
a lower sheet layer, and 
a pulp-and-SAP powder layer combination enclosed 

between said upper and lower sheet layers, and made by 
the following steps of: 
(i) sprinkling a first fraction of a predetermined amount 

of pulverized pulp to form a first pulp layer; 
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(ii) Sprinkling a first fraction of a predetermined amount 
of superabsorbent polymer (SAP) powder onto said 
first pulp layer so as to form a first SAP layer on said 
first pulp layer; 

(iii) Sprinkling a second fraction of said predetermined 
amount of said pulverized pulp onto said first SAP 
layer as to form a second pulp layer on said first SAP 
layer, 

(iv) sprinkling a second fraction of said predetermined 
amount of said SAP powder onto said second pulp 
layer so as to form a second SAP layer on said first 
pulp layer, and 

(v) sprinkling a third fraction of said predetermined 
amount of said pulverized pulp onto said second SAP 
layer so as to form a third pulp layer on said second 
SAP layer, thereby forming said pulp-and-SAP pow 
der layer combination. 

12. The sanitary article of claim 11, wherein said absorbent 
pad has a thickness ranging from 0.5 mm to 3 mm. 

13. The sanitary article of claim 11, wherein, based on the 
total weight of said absorbent pad, said absorbent pad has said 
pulverized pulp in an amount ranging from 25 wt % to 65 wt 
%, and said SAP powder in an amount ranging from 5 wt.% to 
65 wt %. 

14. The sanitary article of claim 11, further comprising a 
liquid-permeable layer and a liquid-impermeable layer, said 
absorbent pad being enclosed between said liquid permeable 
layer and said liquid-impermeable layer. 

15. The sanitary article of claim 14, further comprising an 
absorbent enhancement layer disposed between said absor 
bent pad and said liquid-permeable layer. 

k k k k k 
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