;' () *e3e| M FFGdI pl IMBLMI'My RECLOSABLE PACKAG NG BAG AND METHOD FOR

MANUFA BACKGROUND OF THE | NVENTI ON Field of the Invention

The preqmmm}!m@@m%mgn relates to a packagi ng bag that can be reo

recl osed, an od for manufacturing such a recl osabl e packaammummm‘mmm
as

Descripti on“®2the Rel ated Art A recl osabl e packaging bag 1, whic 1S 51508
conventionally been used, 10 15 20 c%ri ses a_main bag body 7 and a IPREar

fastener 9 as shown in RESLOSABIE KASHY BEACANR f or ned by pl aci ng
two sheets of plastic {j ial t her and heat-sealing
t he opposite side edgegh%ﬂggﬁ#gﬁigﬁgﬁmggagEﬁ%ﬂgﬁgﬁﬁggwgﬁat the mai n bag
body 7 has an upper opening portion 8 and heat-seal ed portions 4, 5, 6. The
| i near f { } nnner surface of the opening portion 8
of the n§$%e§§§R§%H3D959¥Hgﬁg%§ﬁ?ﬁg?ggge of the recl osabl e packagi ng bag 1
is closed by subjecting the opening edge to a heat sealing process after
filling theldadtHe thidhiibg contents. The |inear fastener 9 is conposed of a
fast eni ng nenber havi ng a mal e-engagi ng portion and the other fastening
menber having a fenmal e-engagi ng portion. Wth respect to the nmanufacturing
met hod of the abtwee p26serentinvnedonendlaseblte papkaggiggbhag thas tanebe
fastener 9 is cut off to a length, which is identical to the width of the
sheet s ofreppaseflarid reglagedr aaf emezhodfopmaenufactpring slech harestvsailag body
7 with the linear fastener 9. The one fastening nmenber of the |inear

fast ener RAGHAENERAE s tenporarily -1  bonded on the inner surface of the
one edge of the sheet 2. The other fastening nenber of the |inear fastener
9 thus ¢ i S.: o) il on the inner surface of the one edge of

t he sheeﬁﬁggﬁ}ﬁggﬁégﬁﬂgég?ﬁﬁgggggcess, which is applied to the sheets 2, 3
to formthe main bag body 7, 5 causes the fastening nenbers of the |inear
fastener 9 to be sRIysLMleldddlaEiRR Ha'%ﬂ J WAEH BHEIReCeAtiohBEyBem Ra8d body

7. In the above-nentioned conventional reclosable packagi ng bag, the |inear
fastager comptieads nrdhitabely 7 and 4 e coutfasteedg® af shdeviherFisealsed
portion locating on the one side of the main bag body to the | p outer edge
of the hékhe gpairedg@riiadyn 71 és dormedorbyt pdacinigetwei sieeats vhelasiio filay body.
Consequently, each of both side gortions of the main bag body has a

t hi cknessmaigieh2i $ paepealanadherandhgatyealing the erpesisc gide Kdgeqo

D152, 3R by 4R s L e A S
T e e e i
PLOSE, AL R o e Gostifd pORIGH o shee kg ene

fil mmat esody 7. amthd bpeairgpefige &Qh@%@'ﬂmﬁléepd@@tgmg rwgrw@%wsefdobyt he
of p

| i near fastener on the inner surfaces of the sheets astic film

mat eri al sulgjeesingniticad péminighsd geetcha d datrseabinigf mreicess adter fdliagahe-egnt i oned
recl osabl e packagi ng bag. | nprovenent in processing efficiency nay be
restri ct edith thgepenigntst hdheedingsablfastpnck &3 isgcompases b asfasteningi dity
that 25 the recl osapl e packagi ng bags receivin% t he contents cannot be
exhi bi t ed"&E BT BAYHIE 3dNRIE-ENgREHKEROL AR ANd The other fastening member

20 having a female-engaging portion.

With respect to the manufacturing method of the above-
mentioned reclosable packaging bag, the linear fastener 9 is cut off to a
length, which is identical to the width of the sheets of plastic film material
2, 3, in order to provide the main bag body 7 with the linear fastener 9.

25 The one fastening member of the linear fastener 9 thus cut is temporarily



SUMMARY COF THE I NVENTION -2  An object of the present invention, which was
made in view of the above-described problens, is to provide a recl osable
packagi ng bag and a nethod for nmanufacturing such a bag, which pernmt to
reduce the period of tinme for process and inprove the processing
efficiency. 5 Another object of the present invention is to provide a

recl osabbgnfagkadithe HBager whtflkel 6f %@@i@bbéée o7 tledeheéto250IMte bhigerobj ect
concerning the period of tinme for process and the processing efficiency, a

r ecl osabfastpatkagicrgbbagfahetliveesor Esstaher OvEnis ont dotpmipprarilyt Gomded n bag
body having an opening portion and at | east one heat-sealed portion; and a
| i near fast@meinpepwWutdacon{stdied oogeedge giothda sheef 3sailthadieatsaplingy,

wherein: 15 said |inear fastener is provided al ong said opening portion of

sai d i BIOREFShodyichyisaapPlie@rte thej skestsn.nditaifagstheamais:bag ehd to
id t- | ed ti ._The heat | ed ' b i.ded h
of ogbooreases 4as TreadE membens oBayinces R 16 8 S PSR TGRDiray. be
provi ded B&h%nl%[noér &qu'&%oﬂhgqﬂgﬁi Rd. fﬁ&?}?wf said nmain bag body. The
Pe portion may be p ed

heat - sea oVl Oof a m ddle portion of said one of said
pair of opposing faces. The recl osabl e packagi ng bag nmay conprise a sl eeve,

mie(r:goi‘.s 22 pl ag£dhk B dmE floRed RafberdtthriderdosdIsieChhBRsLinBansg,
the linear fastener 9 extends continuously from the outer edge of the
heat-sealed portion locating on the one side of the main bag body to the

10  outer edge of the heat-sealed portion locating on the other side of the main

bag body. Consequently, each of both side portions of the main bag body

has a thickness, which is identical to the total of the thickness of the two

sheets and the thickness of the fastening members. There is required

enough pressure and quantity of heat by which the fastening members can

15 be melted and deformed, when applying the heat-sealing process to the

opposite sides of the main bag body. A required period of time for the

heat-sealing process is therefore extended.

The step for cutting off the linear fastener to the length, which is

identical to the width of the sheets of plastic film material, and the step for

20 bonding the fastening members for the linear fastener on the inner
surfaces of the sheets of plastic film material are essential to the method

for manufacturing the above-mentioned reclosable packaging bag.

Improvement in processing efficiency may be restricted.

In general, the reclosable packaging bag has so small rigidity that
25 the reclosable packaging bags receiving the contents cannot be exhibited

as merchandise in a stacked state.

SUMMARY OF THE INVENTION



RECLOCSABLE PACKAG NG BAG AND METHOD FOR MANUFACTURI NG SAME BACKGROUND OF
THE I NVENTION Field of the Invention 5 The present invention relates to a
packagi ng bag that can be reopened and recl osed, and a nethod for

manuf acturi ng such a recl osabl e packagi ng bag. Description of the Rel ated
Art A recl osabl e packagi ng bag 1, which has conventionally been used, 10
conprises a nai Anh#gebodytie pResént imealtidrasiieiter wlsasageawwview & e 25.
The main bag body 7 is forned by placing two sheets of plastic film

mat er i al abpv8-daseriipanprotdthes, iartd prestds aatdchasatiie paobaging beigdenédges and
the | ower edge of themso that the main bag body 7 has an upper opening
portion Sethednisatmesallectiyingissieh a bag, whichhpermifeta rédigsee itee periogl j s
provi ded gn the inner surface of the opening portion 8 of the nain bag body
7. The ofehimg fetpeoeTss #ad AByIeYsHNE PRARSSINECHSENCH-s ¢l osed by

subj ecting the opening edge to a heat sealing process after filling the bag
1 wth the contents. The.linear fastener. 9 is. conposed aof. a fasteni

menber havi ng agﬂﬁflégreﬂglf it Pf‘?ﬁ?ngr}awf:ﬂilo& efo PLQ lgﬁi%ﬁe%)r? L)P'C“QZO
havi ng a < o] [ yth respect to the manufacturing nmethod
of the agé\gg%gﬁ%élg%gd%%ﬁgé%?@{%g%kagi ng bag, the linear fastener 9 is
cut off to a length, which is identical to the width of the sheets of
plastic film matrerdrdler 20 3olve tBEdEhjec® ddrfddréend e empleRideir@f b@ghe Tomi th
the linear fastener 9. 25 The one fastening nenber of the linear fastener 9
t hus cut prec¢ssrpadathd predessifg efficemicyofa récopablepbckagiery bag, ofwtheh was
made in view of the above-described problens, is to provide a reclosable
packagi n@presepamyeation hempresestanuf act uri ng such a bag, which pernmit to
reduce the period of tjnme for process and inprove the processjng

effi &ency. 5 ARORIdR BBERedwfhaHEgRBsERENING ANTHOR P8 GtplegPt RN

recl osabl e packagin ag, ich is stackable. In order to solve the object
concerniP§a$ﬁ§a§%#P§5888’?$ﬁe for process and the processing efficiency, a
recl osabl e packag ﬁ§f [ i .S eS8+ i n bag
body havi ng an %gg%%ﬁgﬁ%%g F%ﬁﬁgﬁf a %FE§§¥F§hgﬂﬁgg3¥£ggﬁe§fSor ?%%?iand a
| i near f gt provi ded on said opening portion of said main bag body,
wherein: 15 said linear fastener is provided al ong said opening portion of
said nmai n bag badjerbin:an insert injection nolding so as not to extend to

sai d heat-seal ed portions. The heat sealed portion nmay be provided on each
of opposite sidesid linear fastener is provided along said opening portion of said

main bag body by an insert injection molding so as not to extend to said

heat-sealed portions.

The heat sealed portion may be provided on each of opposite sides

of said main bag body.

20 The heat sealed portion may be provided on one of a pair of

opposing faces of said main bag body.

The heat-sealed portion may be provided on a middle portion of

said one of said pair of opposing faces.

The reclosable packaging bag may comprise a sleeve, which is

25 placed in said main bag body to keep a prescribed shape thereof.



of said main bag body. 20 The heat seal ed portion may be provided on one of
a pair of opposing faces of said main bag body. The heat-seal ed portion may
be provided on a mddle portion of said one of said pair of opposing faces.
The recl osabl e packagi ng bag may conprise a sleeve, which is 25 placed in
said main bag body to keep a prescribed shape thereof. -3 The sl eeve may

be fol dable. The sl eeve pa1HO%ARLBRIACRAGENG EAdGe$sDeach having a
triangul ar shape, said pair of projections being capable of comng into

contact with a bottom oMEEHODWOR Mg NwwEyCIVRING IRANIG] dabl e. 5 The

sl eeve may have at | east one bendable reinforcenent flap, which |ocates in
a vicinity of said opening portion of said main bag body. The sl eeve may
have a detBAGEBIROSINIRVRFPIHEI IVENIIONs accessi bl e when the recl osabl e
packagi ng bag i s opened and whi ch when detached enabl es the sl eeve to rel ax
fromsaid prescribed three-di nensional shape. 10 Fi nger-holes may be forned
in said défgléhabthe Bpeateonortion to facilitate its renoval. The main bag
body nay be folded into a prescribed shape; and the |linear fastener may
have easily bendabl e_porti.ons ach facilitates the .folding.of said, nain
bag boly. 15 The (PeneRr oyl Uiy 1oTanirekteibBehrR Rt EaR B
mal e- f ast en| t fqt i Ll

portions §§95g3§§%?génsﬂg?QSSQ%ﬁ5h§§ﬁ§ﬁ@éﬁr5§§HPggﬁgéﬁﬁié?ﬁ%gﬁgﬁgg%gﬁFia||y
sai d femaligrdagigpivag, member and said mal e-fastening nenber. The flat
portions may have auxiliary sealing neans, said auxiliary 20 sealing neans
bei ng capable of comng into contact with each other to seal a space

Bet ween sdbesdriptiopafttherRelaté@ Arai n bag body nmay have at | east one stopper

portion for

A reclosable packaging bag 1, which has conventionally been used,

10 comprises a main bag body 7 and a linear fastener 9 as shown in FIG. 25.

The main bag body 7 is formed by placing two sheets of plastic film

material 2, 3 one upon another and heat-sealing the opposite side edges

and the Jower edge of them so that the main bag body 7 has an upper

opening portion 8 and heat-sealed portions 4, 5, 6. The linear fastener 9

15 is provided on the inner surface of the opening portion 8 of the main bag

body 7. The opening edge of the reclosable packaging bag 1 is closed by

subjecting the opening edge to a heat sealing process after filling the bag 1

with the contents. The linear fastener 9 is composed of a fastening

member having a male-engaging portion and the other fastening member

20  having a female-engaging portion.

With respect to the manufacturing method of the above-
mentioned reclosable packaging bag, the linear fastener 9 is cut off to a
length, which is identical to the width of the sheets of plastic film material
2, 3, in order to provide the main bag body 7 with the linear fastener 9.

25  The one fastening member of the linear fastener 9 thus cut is temporarily



positioning said sleeve. In order to solve the object concerning the

st ackabl e property, a -4 recl osabl e packagi ng bag of the present

i nvention conprises: a main bag body having an opening portion and at |east
one heat-seal ed portion; and a linear fastener provided on said opening

PTG ol P PR TR, HT A e P BEPhOSRLT R RS
e 020 B RE1 0L A RE SIS AR SN shRe

shape. | BOtHErinRrSohMact NG PRE &ile GAREEHNIAE dHERtPE! | ‘Pﬁeoﬁeéi—%@a_fiﬁgi on

process and the processing efficiency, a nethod of the present inven

for UBnUff;ﬁ*@bééé,n@hﬁéEM g@qum%abdcﬁtm@@heg'télg, Bagn ﬁﬁ&'ﬁ)rthé%alm)a‘gtbﬂmy off, -
formng first and second [inear fastening nenbers on a prescribed 15

posi t 5 on cafu sgsstiheefasoéninigl members of thyyliasat fssteher § @che sacuptd fingnlygo as
to be spaced fromeach other, said first and second |inear fastening
menber s los tige éngey sablacevit theeosindvagbotly F.orm a |inear fastener; fol ding
said sheet of filmmaterial having said first and second |inear fastening
menbers formed thereon in two so that said,firit and 2? second | inear
fast eni ng menbefd &n 2ORYSJRCRTICREEL EANEEREPNAL AECIRSR01E B 133 Prpf
opposi te port.ions of  said.sheet of filmmaterial thus folded to ferm side
nonr - seal B8 HBPAT RS S BEFnds conpPURbelyfom B oBth heielnel BB o o
time for c i ficl ency

ztga‘% §e°eﬁeaggoﬂt{b% 'P(Sé%ﬁ?xg% oRg1ied o'n%:' §idfe £ grg%}%ﬁ%’lac g'w&hffto the

present Invent f'or” manut acturing the recl gi ng bag
conpipsesuite edla@RST Bk h&RDsNEAYSIrtidiPIoFaRhd b he RRHe S 8RRNET {HRRTIn

fast eni ng nenbers
bag body. Consequently, each of both side portions of the main bag body
has a thickness, which is identical to the total of the thickness of the two
sheets and the thickness of the fastening members. There is required
enough pressure and quantity of heat by which the fastening members can
15 be melted and deformed, when applying the heat-sealing process to the

opposite sides of the main bag body. A required period of time for the

heat-sealing process is therefore extended.

The step for cutting off the linear fastener to the length, which is

identical to the width of the sheets of plastic film material, and the step for

20 bonding the fastening members for the linear fastener on the inner
surfaces of the sheets of plastic film material are essential to the method

for manufacturing the above-mentioned reclosable packaging bag.

Improvement in processing efficiency may be restricted.

In general, the reclosable packaging bag has so small rigidity that
25  the reclosable packaging bags receiving the contents cannot be exhibited

as merchandise in a stacked state.

SUMMARY OF THE INVENTION



on a prescribed position of arolled strip of filmmaterial by an insert -5
injection nolding so as to be spaced fromeach other, said first and second
| i near fastening nmenbers being engageable with each other to forma |inear
fastener; cutting said rolled strip of filmmaterial into a separately 5

| ndependent shegty gbifdl g0 B! Srdhie 9bALRA, S InEE tnale b WA o

having said first and secon I near fastenihg nenbers forne ereon in two

so that sgidld-tEsériBRd OBMWWs| i9eaprbeficechiresiobRe hbackapieagead kh each
other; and heat-sealing each of opposite portions of said sheet of film 10

mat eri al tisod dbdesatafdqaumrsd dacheabagealisidhpseinmans. rethecd theperibdst ener
may continuously be fornmed on said sheet of filmmterial so as not to

ext end t cofstaing foragirosess echdiompirons the iprocdssingeflolereyt he obj ect
concerning the period of tinme for process and the processing efficiency, a
further another nmethod of the 15 present .invention for manufacturing the
recl o8abl e packdYroidrasppieshpf itbeprasenstivpenten isdodpriyide ﬁ@ﬂl@sgg]@et of

filmmterigl i.n two to, prepare Qn j oi ned mai n bag body, upper and
opposi t e B} %‘H&e@a%fw&ﬁﬁkbfﬁ ﬁEﬁv‘g‘aﬁHF- as yet been joined with each other;
20 fol ding upper portions of said non joined nmain bag body so as to be

separate rom eaghephfieniot Qoipr B8 Ak AorkSPORbEORSER! AP IReoRd pai T

of bent portionsin a’linear-ftasteéene €; “conti nuously Torm ng

fist and sgeond 4h@8@e ERING FBERACY, 0Feddsdble! PEAkadiag! BAE ofhd NNEr
ent p% Cgf %o%

surfaces of said pair o rtions sald nmain y "an Tnsert
i.nj ecti onprayeditifiventidpesdmypelises: excl udi ng opposite side edges thereof; and

heat - seal i ng sai d opposite side edges of said non joined nain bag
10 a main bag body having an opening portion and at least one
heat-sealed portion; and
a linear fastener provided on said opening portion of said main
bag body,
wherein:
15 said linear fastener is provided along said opening portion of said

main bag body by an insert injection molding so as not to extend to said

heat-sealed portions.

The heat sealed portion may be provided on each of opposite sides

of said main bag body.

20 The heat sealed portion may be provided on one of a pair of

opposing faces of said main bag body.

The heat-sealed portion may be provided on a middle portion of

said one of said pair of opposing faces.

The reclosable packaging bag may comprise a sleeve, which is

25 placed in said main bag body to keep a prescribed shape thereof.



body over their entirety. In order to solve the object concerning the
period of time for process and the processing efficiency, a still further
anot her nethod of the present invention for manufacturing the recl osable
packagi ng bag 5 conprises the steps of: folding a single sheet of film

material in tworQ QEEPALEaR HROMBIAbRED mai n bag body, upper and | ower
edges and one of opposite side edges of which have not as yet been joined

with each other; formng a cut-out on an upper end of the other of said
opposite 10 si dehedgesveingphhvean phoi djettiohegabhdyavihel dtngngnpar
portions of said non joined nmain bag body so as to be separate from each

ot her to dhape,sgdipainbf peajecpimris bakg sapablepferoming imtescdrataict gvigh laengt h
corresponding to a | ength of said cut-out; placing said pair of bent
portions hettam pheaid Meindirg bedydind besngdeldatde. continuously forming fi st
and second |inear fastening nmenbers for a linear fastener on inner surfaces

of said pair of hent portions of said non-joined in bag.body by an insert
i nj ecBi on nol di Agc SESYEMARINAVERE|Igash§nsppeaAabliirg @a@%éepﬁeﬁ%w; and

20 heat-seali,ng said.l ower .edge .and .sai d .one_of. o site si.de edges of said
non | o neSTH PEI5S Sy FisiBRT e aReB B ST BE S ARG SR RIS o
upper end of said other of said opposite side edges of said non joined main

bag body. | n or dgfe LREOIEY thR ORIREA BB pbPEORINERTs BbckidIBIS OF 25

process and the processing iency, a sti r anot her

the preseghehMifnté@BshBle PROKEEAIYHARTis HEehEd | ARRRNSICRAGHRS Aatdakd
conprises the steps of: placing opposite edges of a single sheet of film

mat eri al emablegahe sleeve to relax from said prescribed three-dimensional shape.

10 Finger-holes may be formed in said detachable sleeve portion to

facilitate its removal.

The main bag body may be folded into a prescribed shape; and the
linear fastener may have easily bendable portions, which facilitates the

folding of said main bag body.

15 The linear fastener may have a female-fastening member and a
male-fastening member engageable therewith, and said easily bendable
portions may comprise flat portions, which are formed by removing

partially said female-fastening member and said male-fastening member.

The flat portions may have auxiliary sealing means, said auxiliary
20  sealing means being capable of coming into contact with each other to seal

a space between said flat portions.

The main bag body may have at least one stopper portion for

positioning said sleeve.

In order to solve the object concerning the stackable property, a



anot her and heat-sealing overl apping portions of said single sheet of film
material over their entirety in a longitudinal direction to forma
heat - seal ed portion, so as to prepare a non joined main bag body, upper and
| ower ends are opened; 5 folding said non joined main bag body in a flat

. _ : ¢ .
state so }%S@?%mﬁlggﬁ%@dop%é ?ggsgbrgtg%%tgﬂ%%ﬂégg? pne of opposite

si de edges non nal n res ed di stance;

form ng cut-out s, GRaUPASA, em?y Havifk Gl PRSI PbiBoRIGRE af 1884 one
non-j oi ned mai n bag body;g 10 fol di nggupper por |§ns of said non joined main

bag body Beadsciledbposepads ahg@ from each other to forma pair of bent
portions, said upper portions having a length corresponding to a | ength of
sai d cut-out; pladinmegrsiaisteper provideenonpsaitli opening pottiorasf $aist aren

nol di ng machi ne; 15 continuously formng fist and second |inear fastening
menmber>s fbagdadynear fastener on inner surfaces of said pair of bent
portions of said non joined main bag body by an insert injection nolding,
respectively, e%@h@&?lﬁg opposite side edges thereof; and heat-sealing a

I d f i d -] oi,ned in.b bad 20 it iret d,
heat - seal| ng onl SUSACGILTIRE Rarkeeine DaedUb PTG UBPEIStE & a55¥CoF R I non
| oi ned in bag.b . I th Lect i i od of
P for - BIseReir i, iifr B8 g " bRGnc DECheff Wha, ol 3nBFidr” ©
met hod of R%@&rm@%meé.@rﬁ&@s@%{mgh e;ﬁtéﬁé& P@g%ﬁgﬁl%@eéwa%%owgl ng

bag 25 conprises the steps of: acin eas eets of fil terial

one up®n Akt Peésdribdd ERPEE damePRidalnskshp@i N bag body, upper and | ower
opposite edges and | eft-hand and ri ght-hand si de edges of which have not as

yet been joined 8  wth each other; folding upper portions of said at
| east two sheet slmoforfler ntonsbérd dhe object concerning the period of time for
process and the processing efficiency, a method of the present invention
for manufacturing the reclosable packaging bag comprises the steps of:
forming first and second linear fastening members on a prescribed
15 position of a sheet of film material by an insert injection molding so as to
be spaced from each other, said first and second linear fastening members
being engageable with each other to form a linear fastener;
folding said sheet of film material having said first and second
linear fastening members formed thereon in two so that said first and
20  second linear fastening members can engage with each other; and
heat-sealing each of opposite portions of said sheet of film

material thus folded to form side heat-sealed portions.

In order to solve the object concerning the period of time for

process and the processing efficiency, another method of the present

25 invention for manufacturing the reclosable packaging bag comprises the
steps of:

continuously forming first and second linear fastening members

on a prescribed position of a rolled strip of film material by an insert



SO0 as to be separate fromeach other to forma pair of bent portions;

pl aci ng said pair of bent portions in a |inear-fastener nolding 5 machi ne;
continuously formng fist and second linear fastening nenbers for a |inear
fastener on inner surfaces of said pair of bent portions of said non joined
mai N baginjeckjohynaiihgser 4s tojbecspavednivbri agch oekercddid dirgt aexdcdaodinmgy
opposite side edges thereof; and 10 heat-sealing said | ower edge and said

| ef t - handnead fasghtingamerebdes dolijog ohgagdablaowitlvieact otlier bagobouya over
their entirety. The nethod may further conprise the step of inserting a

sl eeve fBpere&pstages prescri bed shape of said main bag body thereinto,

after conpletion of the final_ step.,15 The net hod y.further conprjse the
step of placi ndW eIt grollege 3t 20% ride r %&rgab%t%faséﬁﬂalf?éﬁ bag

body 4 | d [,Ol i b . BRI EF DESCRI PTI ON OF THE DRAW NGS
F?Gy q ni %aie%r}gﬂedﬁp%@?%f%%%ﬁgmrﬁ% t of the recl osabl e packagi ng 20 bag

¢ th iy Con: Fl s . . Co s . "

of the recl osaP iR pal sHet o Bl el HAUahE Nqiidntol bl o st ener

i 11 ustrajihagy %Hsﬁ‘éiﬁ?igl %uﬁglbbi‘@ fBBbRRdt héleohO i thb SBethAtN8ald st eRfl 2as

shown in FIG 2; 25 is aviewillustrating another exanple of the

met hod f @écardd linda@rfalsthinemenBers Eas teaipaieasithN@h bthdrh @nd; FIG 5 is
a viewillustrating the linear fastener, which is formed in accordance with

the |inear fastkest-séalingngaoht nédoppositt upbrtadesl of deith sheed ¢fl Ginb is a

pl an view of another enbodi ment of the- reclosabl e packagi ng bag of the
prestht imatentaldhus folded to form side heat-sealed portions.

The linear fastener may continuously be formed on said sheet of

film material so as not to extend to said heat-sealed portions.

In order to solve the object concerning the period of time for
process and the processing efficiency, a further another method of the
15 present invention for manufacturing the reclosable packaging bag
comprises the steps of:
folding a single sheet of film material in two to prepare a non-
joined main bag body, upper and opposite side edges of which have not as
yet been joined with each other;
20 folding upper portions of said non-joined main bag body so as to
be separate from each other to form a pair of bent portions;
placing said pair of bent portions in a linear-fastener molding
machine;
continuously forming fist and second linear fastening members for
25 a linear fastener on inner surfaces of said pair of bent portions of said
main body by an insert injection molding, respectively, excluding opposite
side edges thereof; and

heat-sealing said opposite side edges of said non-joined main bag



FIG 7 is aviewillustrating the first stage of the packagi ng process of

t he recl osabl e packagi ng bag of the present invention, in which the
contents having a rectangul ar plate-shape are received; 10 FIG 8 is a view
illustrating the second stage of the packaging process of the reclosable
packagi BgqaPafepithkeeRfigs§Nt invention, in which the contents having a
rectangul ar pl ate-shape are received; FIG 9 is a viewillustrating the
third stage of the packagi ng process of the recl osabl e packagi ng bag of the
present inventimomrden whisolvel 3hehebjeent eniceritdng nthea peetdcangutiie for

pl at e-shape are received; FIG 10 is a viewillustrating a packaged

articl eprodasshand thbtmiocedsing ¢fficiémgy, tehstill dukdeatdrotieckagihad bAthev t h t he
contents having the rectangul ar plate-shape; FIG 11 is a plan view of

anot her peessadi niywengfony hiorr evlapsdarBiriog pabragealpsebie opackagisge seag
invention; FIG 12 is a schematic view of a sleeve used in the reclosable
packagi REMHAFSEStRESIFPS REFIG 11 FIG 13 is a partial perspective view

[ Tustrati ng apcael LY sben0atl & nor HAD Ol g b, REB'ol BRLERY ¢"foh®
o105, SSAUEIAIK) G R4 LGDY A B 85 L0 deagsBreided on
Cr 055- S@abhORAhyHicBMhhYE Yk | e0h e TdrleiCRtioBact other,5 auxiliary seal i ng

nmeans as Shown in FIG 14; F Is”a schematic view il ustrating steps
for manuf act ur fdighirhear @el-esae a@xaﬁ%k.@ﬂ!r chdag thk dtrerpsesadt oppysiei on;
FIG 17 is a schematic view illustrating the other steps for manufacturing

"t hel@eclsidablgepatsaii mprbjginet] miadgn fragskeody; nvention; 10 FIG 18 is a plan
view of further another enbodi nent of the recl osabl e packagi ng bag of the
present i nvent f@gding upper portions of said non-joined main bag body so as to
be separate from each other to form a pair of bent portions, said upper
portions having a length corresponding to a length of said cut-out;
placing said pair of bent portions in a linear-fastener molding
15 machine;
continuously forming fist and second linear fastening members for
a linear fastener on inner surfaces of said pair of bent portions of said
non-joined main bag body by an insert injection molding, respectively,
excluding opposite side edges thereof; and
20 heat-sealing said lower edge and said one of opposite side edges of
said non-joined main bag body over their entirety and heat-sealing only

said upper end of said other of said opposite side edges of said non-joined

main bag body.

In order to solve the object concerning the period of time for

25  process and the processing efficiency, a still further another method of the

present invention for manufacturing the reclosable packaging bag
comprises the steps of:

placing opposite edges of a single sheet of film material one upon



FIG 19 is a partial enlarged view illustrating the stopper portion of the
recl osabl e packagi ng bag as shown in FIG 18, FIG 20 is a view
illustrating a nodification of the sleeve as showmn 15 in FIG 18; FIG 21
is aviewillustrating a nodification of the sleeve as shown in FIG 20;

FIG 22 iéné’tkfb“rr%ﬂ?@q{éali’tesé’élﬁ’{‘g io‘vEH%S?yﬁxéﬁ; gg)grﬁgp%wia ﬁfnq?e RAEEPBY HmTL I On

nmet hod used 1 n the recl osabl e packa the present 20 invention;

FIG 23 imadeqal specthaie eviteety il Hbhaituagn andirbetioxamohe ©heat-sealed
bottom formati on met hod used in the recl osabl e packagi ng bag of the present

i nvent i onportidn, s&ld3 t@4repaae\a ewri-jdingtlr ataingbad ddut, twppedf ankielower

recl osabl e packagi ng bag, which is obtained by the exanple of the

bot t om f o¢ @S iese opemieeld as shown in FIG 23; and FIG 25 is a plan view of
t he conventional recl osabl e packagi ng 5 bag.. DETAI LED DESCRI PTI ON OF THE
PREFERRED EMBODIfRENNS $3HoRpRuRiReGMaine bagdaadit in avdat stafewiq fhaksaid
descri bed, be] ow w t ence to the drawings, FIG .1 illustrate

exanp ¢ ihe%ﬁe?lfeal B@%ﬁj@ﬁé@rﬁa&pﬂa@pa?ﬁ ffé’;‘lﬁéﬁlelﬁf SPPPﬁEtEp$i€§ i gqsn?f;ﬁ%%ondi s
}asge' fecfﬁeﬁafé%“%%%&%‘éﬂ. KB R By o R R e R AARRY houy 14 and & | el

15. T i ! bf Gk
astener effogﬁhﬁgt}ﬁ&—gﬁ oﬁglp@erf:&%?%?gaﬂ Pf)pﬁgﬁg%‘?&é egég% bg gé_\hd

material 11, 12 rmng the osite faces o ag an eet of
fil m mat ehbaljolded PhafrPbBkNsbdie 15 bottom of the bag. The linear fastener
15 is provided on the,inner surface of the opening portion of the main bag
body 13t. The abofeédingntippeepartionsbhaf)sdiddyoh4jolsed repar bdghyodyokdiagtd he
sheet of filmmaterial 13 in two, placing the thus fol ded sheet of film
mat eri al D8 smnaneéd frém eachashievdol orer appein ohdeot pirsicgtmesaddofippér m 20
material 11, 12 so that the folding edge 13a of the fol ded sheet of film
material POTfigngihasdpgs Mh@om@%@og&ag HyatlpegBppbspitk cyt®dithorti ons of

the sheets of filmnmateri.al 11, to formside heat-seal ed portiqgns 16, 16
bng hoat - seal | nPIRUTE viR Ba: P PORBORRGR & DreRT RS IR, MAlding ' 15
to form an?&?ﬁi’ %eal ed | ower portion 17. 25 The above-nentioned sheets of
filmmteria P,’ 12, 13 are formed of the sane plastic filmmterial. As

such g5sheet of £il [ - & 5 M58 gﬂﬂ
lami nate film CO%OﬂSngBg% F%%p%ﬁ/r@%ra%fgls%cﬁggilﬁge a tgf%gﬁggé 0 e‘i-if’i‘%r m an
al um num folihefavh&@ndrt bih GkitRg Ss@ffaledNolnshia PAryst Brheriion® bpvhny a
t hi ckness of 50 ,u m or a lamnate fil mconposed of a polyester film
havi ng a nncjoirsd wfait2bag bedy by anp i seatt hiyljectéor i ioidiag], ngspettivelyness
of 50 ,u m
excluding opposite side edges thereof; and
heat-sealing a lower edge of said non-joined main bag body over
20  its entirety and heat-sealing only said upper ends of said opposite side

edges of said non-joined main bag body.

In order to solve the object concerning the period of time for
process and the processing efficiency, a still further another method of the
present invention for manufacturing the reclosable packaging bag

25 comprises the steps of: |
placing at least two sheets of film material one upon another to
prepare a non-joined main bag body, upper and lower opposite edges and

left-hand and right-hand side edges of which have not as yet been joined



The above-nentioned |inear fastener 15 is conposed of a fenal efastening
menber 18 and a mal e-fasteni ng nenber 19 as shown in FIG 2. The |inear
fastener 15 is provided al ong the opening end of the main bag body 14 and
has a |l ength corresponding to a value, which is obtained by 10 subtracting
t he tot akyivh @bbhodtHere side heat-seal ed portions 16, 16 fromthe entire

wi dth of the main bag body 14, as shown in FIG 1. Contents received in the
sel f standi ng t fpeingecpsabbertpmekafisaéd baded st tmy dirvees afftjnanea@rial
rectangul ar pl ate-shape. In such a case, the self-standing type reclosable
packagi ngobegtd becsapdrate défammeth ntleratd foronlkzepair & bact pogidas;
paral | el epiped. It is preferable to provide easily bendable portions such
as not ches on pplagingssaig paipait bent mestioasaiefadingdmipsientermoebliagd t he
mal e-fastening menber 19 of the linear fastener 15 in order to facilitate
such def SRAERIEH of the bag. It is also preferable to reduce the thickness
of the both end por.tions.of. the f | e 20 fastenin nber 18 and the

i e- T asteni ng. FERBEMOLE dobafne AT ARgGGo oL SRR RS R 1, v RPER BF
exanpl e iny:whi | o~ § : = enl:Rg
menber 1 %I#S?F;}gtrsﬁ%ggﬁi ﬁlerg?rs%gg{%%gr 1 g@r %jng:ageﬁ og%tzogrlrgi%r{ %gélg body
14 durin ; Mg 54ef I B 0 T :

femal e-f gls(%rg |1§11§Hnenbéf Ib%?éﬁﬁi lf)1§e) arrﬂapg-s ?gﬂs%J%?gghneﬁy%éﬁq%ﬁgsr%ecjtgﬁe}%d to
t he upperexedidin@gnépposite side edigek tBesttemdof filmmaterial 11, 12 for the
mai n bag body 14, respectively. The -13 opposite side edges of the upper
portilbns 1 | a, hzatesealing spiul dedeniddgecank sahkileftVared spetirighttahbngd t he
upper portions 1 la, 12a of the sheets of filmmaterial 11, 12, having the
opposi t e Sdgedggged saifinon-Heinedprainshggebodyaves theimeatifgtyn each ot her,
are bent at right angles in opposite directions so as to be separate from
each other. The er portions | la, 12a thus bent .e placed hetween dies
20 and 21 of a MHEtRAduBRTUREIE FRITRERK the SEPSHARACT RIEAEICSYE fifen,
synt het i i u -naliy | e resjn._i s inpec in e ate
froma ggf%e?gégofgl %}ggﬁsﬂlggél%%%%&{bgi ﬁ%fds&&?i% %gt ?i’?’gggﬁhgﬂﬁﬁié’s ,r 23 by
an i nsert.dJ.Rni i 1.0g. nsequently, the fenal e-fasteni ng nenber 18
and the nﬁr@b&ﬁﬁ@%f%kﬂﬁ%gt@?g are joined onto the inner surfaces of the
bent upper portions l1lla, 12a. Each of the fenal e-fastening nenber 18 and
the mal e-fast enime dthed A ﬁ?rtﬁ_eﬁ_@@hhﬁ"iséQﬁgtéle#ahﬁrblbbﬁlg3at31é@vé/\/&ﬁ¢h of
the main bag body 14. More 15 specifically, both of them have a | ength
corr esponkiéeinga preosdniieed whiape dfssaibtraahetbakybadibir aaid ngntjoent¢dthahinwi dt h
of the side heat-seal ed portions 16, 16 that are to be fornmed by a
subsequergalpbedass, fromthe entire width of the main bag body 14. FIG 4
illustrates an exanple in which the femal e-fastening 20 nenber 18 and the
mal e- f ast.eni i r fastener 15 are joined to a
sheet of gﬁﬁ?ﬁ%ﬁ%@ﬁﬁ%&ﬁ@ﬁ@@%u on of the main bag body 14.
More specifically, the femal e-fastening nenber 18 and the mal ef ast eni ng
menber 19 are | giped ; o) : fi L h 30 so
as to be spacedqjgggrltlgfrérgfﬁhﬁleg%& gf ﬁlejrénajtggg %&%‘%itorgqéfié%ﬁsg%ggBkgiélaglglghe
sheetgeof Hhs Bf 1B Yre8bn8ini@itggn dies 31 and 32 of a linear-fastener
nol di ng machi ne and injecting synthetic resin such as polyethylene resin
-14 in anolten state froma gate 33 of the die 32 to nol di ng spaces

t hrough runners B4:.bg isna ivieer filustytihg aihentiihdandastener| @htiid roélosable of
the femal e-fastening nenber 18 and the mal e-fastening nmenber 19 that form
t he |i neapatkagimgebag ssi shown indekdi tal with the entire width L of the main
5 bag body 14 to be forned, but has a |l ength corresponding to a val ue,

which is obtained by subtracting the total w dth of the sidg heat - seal ed
portions 16, 16 ¥iat34ds& Yiswhalugradngn sxanmlspidhe meshadJor foumnge

entire width L of the main b bod . JNow, description wll be given
bel ow of gh%‘f‘ﬁéa fpgteney %ﬁﬁg}i’& H{Fié €he sel f-sandi ng recl osabl e

packagi ng bag 10. First, there are prepared three sheets of filmmterial,

I.e..ofhe FIG. 4 is a view illustrating another example of the method for



sheets of filmmterial 11, 12 for form ng the opposite faces of the main
bag body 14 and the sheet of filmmaterial 13 for formng the bottom of the
mai n bag body 14. 15 Then, the sheet of filmmterial 13 for form ng the
bottom of the main bag body 14 is folded in twd. The fol ded sheet of film
mat er i akor%ﬁiﬂgstkﬁ’é APRArIeENERT 4H8hbeaPAE FI®e ol ower portions of the sheets
of filmmterial 11, 12 so that the folding edge 13a of the fol ded sheet of
filmmaterial 13 is directed upward. A heat-sealing process is applied to
the | ower portFiBs526 aofietshdlsdheatingothed liheanfdstenat, whicH 2s fmdnédénsheet
of filmmterial 13 to forma heat-sealed | ower portion 17. Then, the upper
porti onactordand@witi thhdirsdeaefastefef fdnmmingg mxdthbdids ill@strated gn tHi&.
heat - seal ed | ower portion 17 formed at their |ower edges are bent at right
angl es i opposite directions so as to be separate fromeach 25 other. The
upper portions 1 la, 12a thus bent are placed between dies 20 and 21 of a
chine as shown in FLG . . 3.

| i near - f ast ene | di.n - 15, Then, nt hetic
resith such as EB(E‘;& p@,?ae:ﬁapeg]iew(gf PP NST opAAbadimend; of ithe; Ifﬁci?ﬁeg%lei n a
nol ten st fr th ate 22 qf. the die 21 to the nol ding spaces through
t he runrs?@%i(%ﬁg?ggggbée/ft?‘r?esf%sseéﬁtmivﬁpggﬂ’on nol ding, so as to extend on the
bent upper portions 1la, 12a that are placed 5 between the dies 20 and 21
of the linear- t I, verbdi [ : i b B i into
The' ol di g sphegs 1 & he i Ruraang e, (AF SHEF OPINCRAERABIRSSS |

resul t, grhid ea@o8abas (RRKAZIARIRGS olBHRNGréde MRk R ta6h o Nghiahae 19

that formthe |inear fastener 15 are joined on the inner surfaces of the
upper paohitents hiaing 2arectanelareplatbahdpedyrelfeckdved;espectivel y. The

| engt h of each of the fenal e-fastening nmenber 18 and t he mal e-fastening
menber 19 is previously determined to be smaller than the entire width of
t helfai n bag b&¥G- B ipya riewt Blustratinghtiss sependi sfagseat 1heapeeke®ingi ons

16, 16. The ben per_portions. 1la, 1l2a for the main bag .body 14 are 15
ol hced dHECGRDRT SHBTREITSED\E RACKPRE 4 BPE A1 dbearhesg b 198, IhHYEE w ¢ h
the fe e-fasteni ng nmepber A heat -sealin rocess s applied to the
oppos: t a6 aiisarts PERE A e Boalutc Bl e el PEERTeAT 157 o or m si de
heat - seal ed portions 16, 16. The self standing type recl osabl e packagi ng
bag 10 is prep d ¢nit Bi $4 : [e) g ! hyen bel ow
of a met hod fo?l%n%ch?u?fé%qgﬁ{%fég{lg?mq ggﬁﬁ%ﬁ?%@%o@éﬁ%ﬁ% ckagi ng
bag. Fi rsftoceds @lthedesiddam]@pdcikdagingbalg ¢f thelpicsepit 8% LHonAiRarhical t he
rolled strip of filmmaterial 30, whichis unrolled therefrom is placed
bet igen ttheesorBttnt8hafing d rawanghdst phete-stndpl age racdiveé; as shown in FIG
25 4. Then, synthetic resin such as polyethylene resinis injected in a
nolten state froma gate 33 of the die 32 to nol ding spaces through -16
runners 34, 34 1. alng ina siewiilipstiatom adrankagedmarticle cwhigh is pptained

f emal ef ast eni .n nber .18 d the mal e-fastening, nenber 19 are.joined on
the. one Ruriliag $hey feclgsableo Patkasing | Red svithy 1BE FoRtaTHE: BAVME heso as

to be se 0, C ther. The length of each of the fenal e-fastening
5 nenberl%%gégld{%rh}gfaﬁgl e-af%aes}teni ng menber 19 is smaller than the entire

width L of the main bag body 14 by the total width of the side heat-seal ed

portions 16, 16GThe;rigla eflast vieR oF dridtHerBliBbbatimaBlt i ré@sshbr
femal e-fastening nenber 18 and the nal e-fastening nenber 19 joined thereon,

is Q@ ophckaging bag of the present invention;

FIG. 12 is a schematic view of a sleeve used in the reclosable

packaging bag as shown in FIG. 11;

FIG. 13 is a partial perspective view illustrating an easily bendable

portion of the linear fastener of the reclosable packaging bag as shown in



10 along a line Cto a length L corresponding to the entire width of the
mai n bag body 14 to be fornmed. The cut sheet of filmmaterial 30 has the
femal e-fasteni ng nenber 18 and the nmal e-fasteni ng nenber 19 on the opposite
edges, as shown in FIG 6. The cut sheet of filmmaterial 30 is folded in
two al pr@. the internediate- line so that the femal e-fastening 15 nmenber 18
and the nmal e-fasteni ng nenber 19 engage with each other. A heat-sealing
process is applied to the opposite side portions of the sheet of film

mat eri al 30, WMi.ch4hasa lbeessfsectiotal iviewd]lustratimgnasi dexiieaty- seaingl
portions 16, 16. The three-side-seal ed recl osabl e packagi ng bag i s prepared
i n t hi B2epFMEFovided Npwthe @ssilyprerdalel pororyhe ehover v EE.al et hod for
manuf acturing a four-side-seal ed type recl osabl e packagi ng bag. First, two

sheets of fil rial 11, 12 for form t he .opposite faces of the

recl osabl e pagkggitlgdsl?aﬁ.mSﬁié%‘é“%ﬂ@i’t’@“b%ﬁ’@%%&t%Fl'il%‘flﬁfﬁtloilzoé%e pl aced
oneEf upgn not heé. . A heeat -Sseal i n Igl)r.o_clgl?’s ij applied to the 25 | ower

por i oRSXGHThY aslH&fTé Tt 1a1s|srﬁ Bt dP '11,> 12 to forma | ower heatseal ed

portion 17. -17 The sheets of filmmaterial 11, 12 have the | ower
heat - seal ed p i L7 Qe pei : L pertions
1lla, 12a, V\higl;]&hgéel%n%t as y%ﬁeb‘ggﬁl {%%ﬁ%ﬁﬁg&ﬂ@%gﬁﬁ&l g}ﬂ@ g}]rE’é’t he
upper pRéreelsablepatRaghig bag ofh@et sredknt ihverndésgy i al 11, 12 are bent at
right 5 angles in opposite directions so as to be separate from each ot her.
The upper portions 1lla, 12a thus bent are placed between the dies 20 and 21
of the |inearFiGst¥neis mplsthegnatichiviesv adlusiating nthd @Gthér S$teps feynt hetic
resin such as polyethylene resinis injected in a nolten state fromthe
gat e 2ma@nufaptuging the reclorablbparkggingbag of thegghsant inentiomer s 23, 23
by an insert injection nolding, so as to extend on the bent upper portions

ol ng mach; FG- AE 457 esBiAT GHE PEdHFUIGragtiofiey CRRRBEITERt i tihe
mal e-f i . e.q.0l.n n,the inner surfaces of the bent upper
porti o%g&l%Ig ;Bge gggggé]ﬁgpgégﬁfﬁﬁgfﬁ%asgﬁt6?1&?%%0@5 femal e-f ast eni ng nenber 18
and the nmale-fastening nenber 19 is previously determned to be snmaller

than the enti peaW gt 20hadthe éfﬁ%{ngé%ﬂgie@@ﬁmétﬂa@ﬁgttﬁe s&@%@ér %gﬁ&i%ff the

si de heat-seal ed portions 16, 1 e bent upper - porti 11la, 12a for the
mai n bapehedlosthi@packbatad bagead/ BROwWNR FEG, $8; that the nal e-fast eni ng
menber 19 engages 20 with the femal e-fastening nenber 18. A heat-sealing
process is applied to the opposite side portions of the sheets of film
materi al 11, F2Gt 80fisranvisivddlhstabtingad etbgificationsofithe d6evdhs Swiwn st andi ng
type recl osabl e packaging bag is prepared in this manner. FIG 10

i | LAst rlatlgg'-alfﬁiackaged article, which is obtained by filling a 25

recl osabl e packagi ng bag with contents having a rectangul ar pl at e- shape.

The packaged 16! 6his40. LRI S50 L ESaicdRoR Y 64 LEELO88fown

in FIG. 20;

F1G. 22 is a perspective view illustrating an example of a bottom-
formation method used in the reclosable packaging bag of the present

20 invention;

FIG. 23 is a perspective view illustrating another example of a
bottom-formation method used in the reclosable packaging bag of the

present invention,;



packagi ng bag 41 and the contents (not shown) such as cookies, crackers -18
or the like, having the rectangul ar pl ate-shape received in the bag 41.
Recei pt of the contents having the rectangul ar pl ate-shape in the

t hree-si de-seal ed recl osabl e packagi ng bag 41 deforns the bag 41 into a
rectangul ar paratl ebgpiped afewhaWistratihkGthé, bofioth bastige stet@osable
corresponding to the shape of the contents. In this case, a portion of the
bag, whipltkagihgdes, tWieickh deolhedheddat tte pratipia ofithededtvonefbrinmddon fl at
portion, while the opposite faces of the bag expand outward. As a result,

t he wi dtrhettiod bs sippen ipdriG.da34andf the defornmed bag, which includes the

|l inear fastener 15 and to which the contents do not cone, is larger than 10
the width of the | ower portion of the deforned,b%ﬂ so _t hat the upper
portion 42 projféct £F i Phen aHewe ofndhe | grsertiondl pecleable P2 HAEINEt h
diregtiqn of the bag. The upper portion 42 of the three-side-sealed

recl 8sab?@®-packagi ng bag 41 is fol ded al ong the upper horizontal plane of
the 15 contents as shown in FIG 8, in order to formthe packaged article
40 havi i ite side
edges oI:I9 F?Ié?hgg’(ém{%‘? %@@ﬁ@ﬁ%@%@?ggwgﬁﬁgﬁggverrenti oned
flat portion including the side heat-sealed portion. The projecting portion
43 is bent dowmabddsfenss (6T BEe i prasehl ingentiohh willebgddegiribédibeibsie pl ane
of the contents as shown in FIG 9. In this case, it is preferable to

provi de witheagetendeetideid drawingeon such as a notch on a portion of the

| i near fastener 15, which corresponds to a bending |ine along which the
proj ecting portion 43 is to be bent, thus permtting an easy bendi ng
process of the Rfojlediustyaims anexasgple2in which desclogsthlopaakiaging bggven
bel ow of the recl osabl e packagi ng bag of the other enbodi ment of the
preddnt 9hlBat PEISCRitt HITeaTtioR NS apPplicdcte 2 1selfrdtanding gypeTheclpgablssanl e

kagi . i i bod i f d
P od et SORDT | 62 Sl alile "Rk Feriable Hatdihe Bhecd o3r 1 m
D _ Pec Lo
% e ancllpiiRso8 AR telonpfl U4 had BOUhEGE IERARITNE" MrAstalBRzRee | 1
openi ng ghay her HPEsH Rkl ANt dnkles Beaimsaaltedapant i@ﬁn%mﬁﬁ%%et he

opposite sides. The l'inear fastener 55 is provided along the opening of the
mai N bagoppeyit®tadds bNenESBER drRNBER Stsedtrbitiilen eARREHATEIR f@Sforhoing the FI G
2. 10 More specifically, a nale-fastening nenber for the linear fastener is
forned obottben bfitles bagr f dtw hheanéasibnehé Sdppasvidedontthenanst sustacef t he
sheet of filmmterial for formng the nain bag body 54, in the vicinity of
t he openbhthe nheerbig pandon didingl mainiagbady ighber for the |inear fastener
is formed on the inner surface of the other of the opposing portions 51, 51

h f. Th I d fepal e-f i S f he | f
55 are provi ded"Sh SDRECHBFENGREAAA RO ROD Of P FPREES ARt  ng.
I]’Q.'?GI:IIEZI 'slzggt'h%gsfﬁ% 8020 1 5?13 {W0s ﬁI&c‘?ﬁg ﬁ—;oe 'tﬁlggofoﬁgdo%hgc%ngggﬁ&
paper, synthetic resfn or<the I'TKe. e sl eeve i's

conposedppftepigpal § &ftw%gnoapg%iegge%fgg@qﬁgqt@? a[?&%foﬁsaﬁ? e 5hegs 6P#inPOb and

a pair of side face portions 60c, t e provided so as to connect

t he Zpposhderedges, 00 $hehbk afle adingadgkatsa s {Hof6ldedashe& oifilih each
ot her and have projections 60cx, 60dx having a triangul ar shape,

respect i vedterial e {3 divected] upseard,deeatpsedling $héoppddle sideepdorsaok
rectangul ar shape. The 25 side face portions 60c, 60d have the sane

pent agon&lne shgpts of fibm mahkerishdpe 1ébtamfored sige beabissrirgl pordenadd, e th an
i sosceles triangle |ocating belowit. Each of the sjde face, portions 60c,
60d has Anfoherngealyag theilpwerportiens:olither Pisata ol diliheateniaddil, portd on in
its mIth diregtigp S to extend]%he | ongi tudi nal direction, as shown in
FIG 12( & ™MALHR §ﬁﬁﬁ§€ﬁpﬁ3‘g?g¥W% 0 may have the three-dinensional
structure as shown in FIG 12(a) and be folded in a flat state as shown in
FIGod2(b) by b [ h i p ' 1 160 I di ng
Iine%gFL of the$§?5@QW§3§E§%?¥ﬂ%%éﬁg%§fﬁgg§?H%H?%%l&gvﬁﬁgjgﬂ%nIgﬁEé%% | i nes
FL out war.g. 6 QiR 1. KaRt o h I t in

FI G 12(6?}hggﬁgﬁég$¥§%@?ﬁto fﬂgrﬁgin agﬁ@% yQ%%Qggﬁgﬁggﬁt%g%%%i&%?%f t he

proj ections 60cx, 60dx cone into contact with the bottom of the nain bag 10
body 54.



Changi ng the shape of the sleeve, which has been inserted into the main bag
body 54, into the three-di nensional shape as shown in FIG 12(a) causes the
mai n bag body 54 to be kept in the shape as shown in FIG 16(f) (although
the main bag body 74 used in the enbodi mrent as shown in 15 FIG 16(f)
di fferschroRet RHSedEbh Bammbody dmitat it iconfpdsed. bfid gdigedter niiim has a
singl e heat sealed-portion). In such a state, the selfstanding shape can be
provi detharynpeandiicknessvaf d2t hemp aej @ctmhonsm6dibhadibga tfickinesslof@ves 60
together with the main bag body 54. The recl osabl e packagi ng bag 50 can be
changed m mtol a peiypethotere fidet haginga tRkwssldfd @ pi padry laairitefilithe upper
portions of the main bag body 54 as shown in FIGS. 8, 9 and 10. The |i near
f ast enelconEPeseda| o ahadplyesfensiiln devieg de trickners pbclAngumarand a
paral |l el epi ped. shap en, bending the u r portions of the nmain bag body
54. The Hq?@ﬂlq%?wag@&ﬁﬁ‘é‘g&??%ﬁ %@gﬁab‘ﬂﬁ- portions 25 58a, 59a as
shown in FIG 13 so as to facilitate the above-nenti oned bendi ng operati on.
The |inear fastene 5 s 1 |.e-fasteni . 8 t he
mal e-f ast eni ng%ﬁgn%%%eég%frhugﬁ%&ggﬁ?@:#f&ﬁﬁéer?&azgtlggcmg%ﬁﬁg féei&%lﬁévm in
FIG 2. ih¥r s j ; ' rdyi , Whi ch
are for%%ﬁggﬁgghn%w ngdlf)fgrb?lidg?mﬁggs?é%gg%?gﬁmé%niﬂﬁ?R{églgﬁd@?t he
mal e- f agtianiingafeavRnhc?91 5 is threviiRd Rt etié io?@ﬁiné endof thden®iey bhgns
corresponding to the upper edges of the side face portions 60c, 60d of the
sl eeve GibdyAtdand dgisya lehgtleasriespoentiagl o ponlnenwhid@ais oHdatresi bgi t her
femal e-recei ving portion nor nal e-engagi ng portion, which are provided in
t he 18t hesuhtegcting thedotalswigthyof the $idethqstasealpd mortions| 16,i k6 fieenéhor e
possible to bend easily the |inear fastener 55 w thout causing . 10
unseem yersiRedthebie Mmajm brghadybbht apshovymén Rlusl-provi ding a nice
| ooki ng stackabl e rectangul ar parall el epi ped shape of the recl osable
ions..are not | im onl.y t.o the

oo doscr  be TFRLs GrLeNSHoT s R G RRIRE R redoly Bedagifey as 15
ab _ _ _ G-y
Cor  esponth g BaRATRG Hantes e aF A AATERP I he; 1 U 4 CadfTng (e

mel e- f asegNistith AREPBfpd Fecldiadid gﬂdma?ﬁ'g Nhd N® BE&RIHEA SheRedT ROl Qr Mati on
of the easily bendabl'e portions 58a, 59a only i n the bending portions of

t he 151 neaibd ast @neict@hgudr pewhfielepipddie Ray pyei2Pabrndabh@vixde tdagily 58a,
59a do not remarkably deteriorate the sealing property by the |inear

f ast enerb&idalblevperion siseicht Asmeotchea ademantiohsrtoahe eberd| dfetite Smablarg
property of the reclosabl e packaging bag, it is preferable to provide the

easi | y bestemwing prembensl@sand she wals-faskening yemder nkP rafatize 38sarssh,
59b, 59b.as shown in FIG 14. 25 The auxiljary sealin ans conprjse a
pair of 1S %‘1‘?’}8\@8 Ee Preeh o aﬁﬁlttﬂ%ﬁb}ﬁgaﬁiefl@m{aﬂ%&fitg’ﬁ,r%a%'i cH & %fSPor med
i ntegral L. the flat portion 58a f t,he.f enmnl e- f.ast enj [ 58 so
as to pr%ﬁyeg%:\ffatpg\ﬁg)rrc? dt"ﬂcee szhnc%a e%‘gfogggh n}?%%l ﬁlgﬁt%?rtg)élsaﬂdﬂge g%l%??edf ribs

29D 200 nRgnigh Bod iRV 2Und (105 AR MeniiY Glediifer! 08 Tl rdbhedinl | Y

with the flat portion 59a for t astenihg nenber 59 so as to project
toward tpertigm®l e-fastening menber 58. The tip end portions of the ribs
58b, 58b for the fenuale
FIG. 2 illustrates an example in which the female-fastening
member 18 and the male-fastening member 19 that form the linear
fastener 15 are joined to the main bag body 14 during the forming process
25 of the main bag body 14. The female-fastening member 18 and the

male-fastening member 19 are joined to the upper portions 11a, 12a of the

sheets of film material 11, 12 for the main bag body 14, respectively. The



s fastening nenber 58 cone into contact with the tip end portions of the

ri bs 59b, 59b for the mal e-fasteni ng nenber 59, respectively, so as to

i nprove the sealing property between the flat portions 58a, 59a, in the
sealing state of the linear fastener 55, i e., in a state in which the

mal ef ast eppegiteesiteredp@ sastadgesppet potthen$ aral, € Jaosteemonipinediodth 88ch10 The
projection height of the ribs 58b, 58b and 59b, 59b are substantially

i denti calothet.h hal f of the depth of the fenmal e-receiving portion of the
femal e-fasteni ng nenber 58 and hal f the height of the nal e-engagi ng portion
of the mal e-fasteni ng nenber 59, respectively. As a result, these ribs 58D,
58b and 59b, 59MIeKs sReciHeallyi thatererdwhionsyl s baagf tae shests o{libn t he
easi |y bendabl, rtjons 58a, 59a. The rjbs 58b, 58b and 59b, 59b.as shown
ChOFI G Tk B b B B epape e SRR ORI BRI BRL 2SSRADESH: +he
femal e-recei vin grtion,af the f e tastenin (.5 h posite
o1 desBor IPMS ARUE R ARGRHH BREDR! fiebtieles S PBROR e oo Sp 80
prescrib i Pr v si t j 5 : d . the
0 Gty 8ro¢ REBRSa BoRh A Bt i Haer POl 1380 FRE 33 el

ment i oned,ghoueefHetvetnt @ie8EYEAID  BF Nl AXLRYEREE nRRdHthERe LY. The
above-nentioned auxiliary sealing neans are not limted only to the

above- mergH MR dirs (FIGCt 3 € Thas, simvhetit Feéin $hcht hsypoigytidAenenmysiseisa pair
of ribs 59c, 59c having a trapezoidal cross-section, which are forned

i nt egr al lipjedted inhe rmhbienpstate dnoBBa gade 2heoffthralie-2 hsvendhijngesthaness8 so
as to project toward the mal e-fastening nenber 58 and a -23 pair of ribs
59c, 189c Hhaoigl sunpgpezt.daf ey cys-iBsert Hectipncmoddiarg. orGerssaayiel | v
with the flaf portion 59a for the | e-fasteni ng menber 59 sq as_fo project
owar d ¢ HECE EBRL: FARteBH 6 goRETRSS: | BEnd ADErTAIASRIe NG THEROCIho rtte
portions .of I 58c, 58c.for t femal e-fastening 5 r 58 _conme
Poto conudueedpiio fhe Phisrisr s of the BEBH Einafd o1t Rt e T28c, BB o

t he mal e- i n : i S i i ng
property %ﬁ?}m%e%n tee Iglélr%ﬂe{rﬁﬁglegga%ﬁgg%,e §1?G?ll%t 1Hates(eﬁslléa Igl\gé%éﬁt)%fleéo SJ‘the
l'inear fagt@AgNePIengtif thahNtife Thaire Wil hkhe iR IRAavoay 1g. masber 59
engages with the fenal e-fastening nenber 58. 10 Now, description will be

gi veridbel spedficallyebbtid of ehenphulaet lehighly doree sy disgtioea patkaovhirtbig of

t he ot her enbodi nent descri bed above of the present invention. The

manuf act uebtegnadthyosiu bfrachingtlestotal midenof tine sidwphéstesealedrmpdioas b, st ep
for a non %oined mai n bag bodé for a packa?ing bag, an 15 position

adj ust mentdhat rsedpiy Sraped yausuprgausat peeer sy (Beragheentirrewidtingt ener
form ng Sﬁﬁ? a hgat-se ILng step and a sl eeve-insertion step. The

prepar ati g SHEF PR ®n joined main bag body is carried out by placing
the opposite ends of a single sheet of filmmterial 70f one upon anot her
and heat-sealin e Hovarl i.QQg por.tLl of: -t .she o] 0 j
entirety in theglffcgr}gifdgpr?gfgglgr gglt ieon t lef é?magllﬁgaﬁgegﬁﬁl%pgéée%{rln%G,
thus 20 epgidBet NES N9AC] BheChATRIMAsRIANBOMeRBYE NIOT HPAtUPDRh ARE TiRuEF
openings (see FIG 16(a)) The position adjustnent and folding step is

carri ed ofgstbyet UShargjdinednona jshiesedf fikinnnagriaddY priot it therformfaeicant i al
direction so that the 25 inside edge of the above-nenti oned heat-seal ed
portion 76f tke apaint bhgdmdyhé4one si de edge by a prescribed distance "d" and
folding it in a flat state (see FIG 16(b)). The distance "d" is
substantially identical with the half of -24 the width of the side face
portion 60d of tMers sRardliculy wheiemalegfasiening reeabsei& prReeS Bil§t ep, |
e., the |

Car i 00 ol BB RECE A BUR IOTRED g YR Sub iR SHECLRS TORpBENE oL de-
oot t7on a0t enhBai Tl ApREPuBal AP hRE A ARTE EHE” BBl BEing on

of the nogzj: Uraed dﬁlﬁ%%ﬂté}?ﬁysovﬁﬂt%eﬁ%{]e?@ﬁ%& %% BE 4l ﬁ@@éﬁfﬁt};h%ﬁ
cut-outs CL, SO as t0 bé separate Tromeach other t6 forma pair of bent
portions (86RIifEPhadRifd And injecting synthetic resin such as polyethylene resin



The linear fastener formng step is carried out by placing the pair 10 of
bent portions in a |inear-fastener nolding nmachine and continuously form ng
the linear fastening nenbers for the |linear fastener on the inner surfaces
of the pair of bent portions of by an insert injection nolding,

r espect i mefymnotbet! sditadroppagate I3 of thegdic IPdnavbldinigespacasarhrioagtener
formng step is identical with the |linear fastener formng step in the 15
embodi nEFHNBErS BGwhYi ANFiser?. injeetior seolgigmdn bre ilengdh etagiorad B8 t t ed.
The heat-sealing step is carried out by heat-sealing the | ower edge of the
non j oi n@@%@i"?@%@@lr}ﬁ)wfagéf 1% %n@rﬂ“?rr@?&" %Stteﬁén&/inéﬁ’ﬁ%&rrlgm 6 t he

A R L
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i nsertingpibg iﬁ'e@@‘é?néﬁ W?ﬁt}tpﬁctgxg% hikag, Q.?S}Md?ﬂ 4R Elde nkatRkehiedhe

sleeve 60 1st ane as 25 that crlbeJ t he enbodi nent as shown in

FI GS. 1lpangor2-16The6 dBsg drettioOPe Fbrined By tdhetbbef@eRiprbesks, -28m tkdangi ng
t he shape of the sleeve 60, which has been insertéd into the main bag body
74, i nt oehtiee tWidelk-Idbfreins noaidd bapgdpeiyat4shown in FIG 12(a) causes the nain
bag body 74 to be kept in the shape as shown in FIG 16(f). In such a
state, the self standing shape can be provi ded bY bending 5 inward the

proj ecti ons 60cNOWeOdesTinthien s|widl e bs0 giygat hbelaw t i | ap pethedndoroa,

70b of the majn bag bady 74. The recl psahl e packagi ng bag 70 can be changed
i nt oG Sfm\é{ﬂcéup@(& Q’?’%ﬁFﬁTS%’é}l&BI@C&H&E RAF g%@gt ﬂ%- upper portions
of the main bag body 74 as shown in FIGS. 8, 9 and 10. In the recl osable
packagi ng bag 7Q. for | nper..as 1 t \ t he nop j oi ned
mai n bag body ilglrtsgr ﬁ%rel %r%{ﬁre@%g%@ﬁhg;gn%gﬁgdbfgﬁﬁ %ﬁgtsegiatlhé%"t ﬂgei nsi de
edge of . tipn | r.0, i t he
brascr i bedTar P Ege pfteRRIL] BN £ o JoBpihk (e B baS oS PEIRTIReRY |

Accor di nglky, bddy 18 105 $helstekPoplinsembieriara8-5£ 8 9HiMoOtHd BOttoen bhthée
vicinity of the edge of the side face of the 15 recl osabl e packagi ng bag 70

havi ng t neainebagigudyat4par al | el epi ped. The heat-seal ed portion 76 therefore
becone i nconspi cuous, to keep a nice | ooking external appearance of the
recl osabl e packaging bag 70. _ .
15 Then, the sheet of film material 13 for forming the bottom of the
main bag body 14 is folded in two. The folded sheet of film material 13 is
placed between the respective lower portions of the sheets of film material
11, 12 so that the folding edge 13a of the folded sheet of film material 13 is
directed upward. A heat-sealing process is applied to the lower portions
20  of the sheets of film material 11, 12 and the sheet of film material 13 to

form a heat-sealed lower portion 17.

Then, the upper portions 11a, 12a of the sheets of film material 11,

12 having the heat-sealed lower portion 17 formed at their lower edges are

bent at right angles in opposite directions so as to be separate from each

25 other. The upper portions 11a, 12a thus bent are placed between dies 20

and 21 of a linear-fastener molding machine as shown in FIG. 3.



When the demand for inprovenent in the external appearance is not so
severe, there may be omtted the step for turning the non joined 20 main
bag body in its circunferential direction in the above-nentioned

manuf act uri ng nmet hod. Wen such a turning step is omtted, the heat seal ed
portion is pTherdsynthéic cesitr alichas polyethiylehe reisie ofr gedypfopHeneecl| osabl e
packagi ng bag 70 having the rectangul ar parallel epi ped. Now, description

wi || Besigi iemnisetedy ivf a gnoltear siade Hoont she amtaaddifcdcther ity 2tlheo thel osabl e
packagi ng..bag of the other_ enbodi nent descri bed above of the present

i nventReMingRPaceAdnrRANARETMITHY Sret-hdel DFFNEHB SPFiciBdsetion yadlding, - 26

bh”ﬁ %féelé?éﬁ Siendcan Pk den ;u?)a?'rn-eﬁérﬁéq"r'é% i 2%291&%%%?@%%?28. The
Sgt LRGSR Bl 20 R BT U Dheh AN Mol B ARG LB 5 anc
| ower Qﬁéti@”ﬂes‘?ﬁeinjéé’t%deﬂg& the Viﬂgfﬁln:éagﬁa{]@% iﬁstl'?’éatmgﬁgg skped. The
sl eeve-placing step rs carried out by plFactng the sleeve in the non

j oi ne¢tomRed iRaHeBO@Yacese Kk@ rdsifla) thelenaletyefthgMyeB®etarmanari |y
secured to the non joined main bag body by an adhesion neans such as a

hot - mehlel mm@lérEasteting aeslmevED GRat Sotrhethralineas fddtehet A asecjoibed in the
enbodi ment as shown in FIGS. 11 and 12. The description of it is therefore

omi t t ex) tHdénnex sunfacesditbedippespertions ddm, i 164 outhdmdior bagdpodycut - out
at the upper end of one side edge of the non-joined main bag body, and then
f d0di nkftt FRSDeSERELDor TheAength Pg@aﬁbnof éhﬁégrn@éfpﬁa%@@lagdwnmrcﬁ815
to t I th of t t-out, . to b te f h
ot her 4101 FBF ANAle A O BHTBGF bl TIGSFpr e RHBE NG 0% SFIING o ep i s
[ | aci.ne. t LI t [ ' Li = f ast
ol ai bt Na B S B8 o SoB By b ol By PR PR el Puld BT I GSECT s 1o

the lipearsdAeheh&tidis 188 1pnner

The bent upper portions 11a, 12a for the main bag body 14 are

15 placed one upon another so that the male-fastening member 19 engages
with the female-fastening member 18. A heat-sealing process is applied

to the opposite side portions of the sheets of film material 11, 12 to form

side heat-sealed portions 16, 16. The self-standing type reclosable

packaging bag 10 is prepared in this manner.

20 Now, description will be given below of a method for

manufacturing a three-side-sealed type reclosable packaging bag.

First, a rolled strip of film material 30 is prepared. A part of the
rolled strip of film material 30, which is unrolled therefrom, is placed

between dies 31, 32 of a linear-fastener molding machine as shown in FIG.

25 4.

Then, synthetic resin such as polyethylene resin is injected in a

molten state from a gate 33 of the die 32 to molding spaces through



20 surfaces of the pair of bent portions of by an insert injection nolding,
respectively, excluding opposite side edges thereof. The |inear fastener
formng step is identical with the linear fastener formng step in the
enbodi ment as shown in FIG 2. The description of it is therefore omtted.
25 The Reanesedd,ndt Juepn nsest Anisctinn myldingt - Asa raguithéhpdrEraledge of
the non_joi ned mai n_bag body over its entirety in the width direction of
27_  {4RIcHHE MRETHER 16 7B ee@@éeﬁ%&er%&r%n%ﬁf%ﬁrwmﬁéa{%n §2&l i ng
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the main bag body 84, into the three-di nensional shape as shown iIn

12(a) cadaes It beti@iniaiPaBal abdyB44 sy Bee kel witlth g thbalige afeathspsledn FI G
17(c). In such a state, the self-standing shape can be provided by 10
bendi ng portiend 1deldr oj ecti ons 60cx, 60dx of the sleeve 60 together with
the mai n bag body 84. The recl osabl e packagi ng bag 80 can be changed into a
st ackabl e rectangul ar parall el epi ped by bending}the upper portions of the
mai n bag body ThegollsHstnip of fincmagria Hhavhizh hne the femadscfasicndngfi | m or
the |ike, which, has site 15 surfa a, heat -sealin

used as REANSEOLE 2310 fDe AN GTISPIR TOREDSBOLS Aosd g oe tRoMt O
turi .h I bl kagi o b i, t t th
hoat se a8 Bobtf o 6 oG X e mthaiBk ol SmiSE RyALR Lduf ReE i ng
treat ”e'HagI[ %ohgelﬁefd %%agéﬁnB&.Ck%ﬂ'e”@u?%@le*é%vdf“ﬁnhhﬁ&t@f(i%?'éb RS pAal
shape. It s therefore 20 possible to inpart a nice-l1ooking appearance to

the recliogaiéga I agl ﬂ&n@l@?r h&ahg the rhﬁl’eﬁ&s@{zﬁﬁigs n9étalbes "BP@N the

addition, it is also possible to prevent a display condition of the
packagi np it edges, disphawrshelHIG.16.a Tee aut sHastofffilomrhatatgalddedsder ed
and t he packagi ng bags fromfalling down fromthe display shelf due to
ent angl dokled ofi the dlealy- tkaliadepmetiate Hheo$o tthet ptok dgmmde Hagtening t hat
of the other packaging bag. In the above-nenti oned enbodi nent of the
predént MAERD b&,arx%gh%mwefaﬁ@nmgsm@bas 19rvgpgenwiihceaalp otlrpe s| eeve
is not limted only to -28 t he above-nenti oned shape and nay have any

p”‘k : fﬁé‘ﬁzsﬁéae. 4 —sfe%fle_ o8 %33%%%?8%%% f 'f’eisfo%ﬁ%e‘gﬁgﬁg of
gtack?n&gﬁr%%%?¥€fﬁgngﬁgﬂkéé+?ghgﬁémﬁhbggd?C%lgggkaﬁﬁi§§6h§%%ﬁﬂhd§§5ntal
el ement s, Oft-GedTBH YRS, N1 NPhEaRHPRERIAN sBAR BfedI5EM 1S IBERhpS eal ed

portion and of a Iinear fasfener provided on the opening portion of the
mai N baghdwtly/préaded irhetispmavirded with a sleeve that is placed in the main
bag body. The recl osabl e packaging bag is characterized in that the main
bag body is 10 folded into a prescribed three-di nensional shape defined by
t he 28l eeve so apwp Kespriptionpr e5br i bed givere-Wilownsobnal siedped APra
result, in the above-nentioned recl osabl e packagi ng bag of the present

i nvent i gRanuiactingg aaf%y§1d¢e§@%l§§rtyp@oracg¢swﬁ@aqmwg &8t ener by an
insert injection unlike the above-nentioned enbodi nents of the 15 present

for mod my be filtedvenineetsoh B mREHpbdd o fHe WD DO R
dhesi , bondi [ 18] I
ool ed Aoy ot BT PO ARY BGE°SThRGL kel Lo UL BRIV g

means. | i the$H16886 ore upSnRirk@eab! a he?f-@&miﬁgi&oaesm aggnéd% free

opposite ends ‘'of the |inear fastener and/or easTly bendable portions on

por tgsonsiohigr geftidos b€ thenshdets tdTefils@ FBat@MIe] 1 23 2t feeforbo verpser heat

enbodi nents of the present invention. The recl osabl e packagi ng bag does not
al ways rsepledepdrtiesel1¥eat ures, when the denand for inprovenent in the
external appearance is not so severe. 25 In the above-descri bed enbodi ments
of the present invention, each of the projections 60cx, 60dx of the sleeve
60 has a function of comng into contact with the bottom of the nain bag
body 54, 74, 84 to -29



mai ntain a prescribed position of the sleeve 60 in the main bag body 54,

74, 84. |f the main bag body has such a function, the projections 60cx,
60dx of the sleeve are not required. Wth respect to such a kind of

recl osabl e packagi ng bag, the other enbodi nent of the present invention

w || be 5 desThebsldedtsl ofvfilhi muedgakride 12 FhesS.thi8leaner HeatIdealedcl osabl e
packagi ng bag 90 conprises a main bag body 94, a |linear fastener 95 and a
sl eeve pbdtibh. 1 Dfpuwmiedgopdheinisvel ed9es and Heauppesnl partipors Ldas 126, 96 of
the main bag body 94 of the reclosabl e packaging bag 90 as shown in FIG 18
10 cor #d¥ipbnbave nee %pyogibﬁyrpo@me@hwm,eaagl @%aer.heTh@at thganppeporti ons
56, 56 of the pmin_bag body 54 of the recl osahl e packagi ng ba% 50, as shown
i n FI gPortionsekhacdPaepl thshwess of Hnpyanateral) b, dar efo Ny AT Hght s

proyvi ded on i.ts | owe ortion with a stopper rtion 96a. e_st er

Pord | oRedE 1 SRt als BRcHBmE el (R Bt ECTReoR AhAETL K Bpposi e
15 1o i t t roportions
o0a, oGPPYAon Y by 128 BES KRt e yBLed BeRhRinite I RRATARCT TR,
W dth off thRaidQuefadiehtt %mfin%ffﬁa@ﬁﬁ{e- §63hed P QN 396 as shown in FI G
19(a). The stopper portions 96a, 96a have a function of maintaining the
prescribed position of the sleeve 60 in the main bag body 94 so that the 20
| ower portionTaknt f@nﬁhbﬁcmmmwﬁsc?ﬂyeﬁsﬁbmeh%six@Iigaﬂjdmé@ ida ghape as
shown in FIG 8. The sleeve 60M 1 therefore has no projections unlike the
sl eeve 180ltdesstnid fobralibeegat€h2? of dhpeatie ok to time dBalding mpaftes dbrguglor red on
each of the heatseal ed portions 96, 96 as shown in FIG 18. However, the

si A8l e thedpurerss23op8i lan amainssst injeetipromalding reo 8 torxtaadtondhted
portions 96, 96. The st er _poction 96 nay. be forned by jncreasin

par t i alJ§4HRPH RPHHQHS 3&% L AIFERAC b?ﬁ‘@e%gﬁggéé éﬁ %Hfélléﬁ 96 as
shown i.n H. )..S s.to -30 . faorma snall .projectio 6hb., The

recl oségleeflﬁg%%%%gega%o @qgs n?%(ftbl " r‘fsbat Fl%suslﬁ'aﬁt:e gsﬁ?ﬁﬁaﬂsﬁﬁ?lﬁge 8 in
the sang.pae [ : [ rat LT i on 60M2
of t herﬂéFeeve ggﬁﬂég@fi O%%—%%?%?l&é:k&m%%g irm%’?%i@(ﬁﬁéq g)é{\jgﬂgdk}@%%as a

pai r ofs&%@@@bﬁtﬁert%mf@PﬁeﬂwtiBh%pflépqza. 6a%h% 1eMMtE SPeL bfdhky, the
sl eeve 60M2 is conposed of a pair of opposing front and rear face portions
60ap 6Qbnaild-faspaiihgoimenrterf age podt thesntle.fashinghenégiberorioenent fl aps
60cy, 60dy are integrally forned with the upper edges of the side face

por t i orprestmyslgaittofmihed $b dwyvermsdleashiam thoeetire spdtn of tEe @alk0pal
illustrates the s|leeve 10 60M2, which is folded into a flat state. The
shape d¥odnd4sheihe tetpvidshdeldthesiecheat-sealedspentionss 16hdfged i nto a

rect angul ar shape by unfol ding the side face portions 60c, 60d. The

i nf t £l 0 60dy. . be bent i d h i G_20(b
e To i nor easd NPBeRf AHRATOOTUERE Liftof dedOEIBE/E2BONEE PPOYs brsFor bl e
t i ' f j 6 s i t fl
socy, _a0aycH s LB BREuRGY shBR e REne THing RIS PoNGaIRS, T P
pPr @i degjtantin eerfhld-stehtey AERIRYT 18 0NA 804t-s&Qthg Hrbceds id hbpgirat es the

ot her nodification 60M3 of The sleeve 60M2 as shown in FIG 20. The sl eeve
60MB i sto tlenbppakitt sitibateercob @ sh@eex o€ filmt Halteting 1f1Qri®eto Heésma

det achabl e cover portion 60dy. The sanme reference nunerals are given to the
sane stsidet neal-sekégrbnpertions t he, deéscr iThe oselbbtanding d¢ypeentcosableni tt ed.
The cover portion 60dy is fornmed by increasing the [ength of the

r ei nf orRRHEREINEG| RGL oRYeRAreshiswihisn@NG@er20(b). The | ength of the cover
portion 60dy is substantially identical 25 with the wdth of the front face

Phc. cover por tich BbOREatis pRCKAEFA@rPelnEhEBrs AbtAtest Bo&88 Sohown i n
{ncun SR L RRIE BRI RoAeeA R BRTRER FaciedTar bAeERY Dor't i on

60dy with the side face portion 60d is provided with a |ine of perforations

so that the ¢ i ik ched j face
Sortion 604, A pReIEEOR A SRNCERRIYeCR BELEHEE AR FahosalR | R ody

to faci bh&ﬁé%ir%e&@g hreahd ahkehesdeht§ (a6t E;H@wii) d1drr&s ceekidNrilrersther e
may be provided a cover, which is fornmed separately fromthe sl eeve and has
an inverse U-shape so as to be inserted into the sleeve, in replacenent of
t he above-descri bed detachabl e cover portion 60dy. In the above-described
enbodi nents of the nethod for 10 nmanufacturing the recl osabl e packagi ng
bag, the bottom of the recl osabl e pacilgagi ng bag having a stackabl e
rectangul ar parall el epi ped shape is fornmed by bending the flap portions
70a, 70b inward as shown in FIG 22. Wien a co-extrusion filmor the |ike,
whi ch has a heat-sealing property, is used as the sheet of filmmaterial,
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FIGS. 23 and 24 illustrate a nodified formati on nmethod of the bottom of the
recl osabl e packagi ng bag 100. The nodified formation nmethod conprises the
steps of subjecting flap portions 100a, 100b of the 20 main bag body 104 to
a heat-sealing process and cutting off the tip end portions of them More
speci fi cad the fiRe, hhomPaid &*é’(Eta%%QﬁaPﬁaléﬂ%esHEpé‘ reesive@dy thédbag 4nl aced on a
base 111 and a heat-sealing head 110 is pressed on the flap portion 100a to
achi eve the heat-sealing process. The heat-sealing 25 process is applied to
the other flap Receipnoflflthcofitdints havingotiee bectungdar pldteeslsape imaheer .
The heat-sealed flap portions 100a, 100b are provided in this manner as
shown i n tAree-sid¢isealctheacloshbla pachkadingbag pbrddformsdfhea haghthtinteal ed
flap portions 100a, 100b are cut off as shown in FIG 24(a) to form small
flaps 1008gtangolsx. marallelenipydi @sa shawnain c NGew?i | whdéeh ahiasg a heide

et aRquI G TSR AR B o SHRCFITERUBEN P of B ShiSoC &t B EIIED ol 106y,
whien ar SAGPREGE eBRBSHG e Heatraled mutise doi BT AReNIHE 8 800,
A . : . foy . .
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however be fol ded inward as 'shown in FIG 10. In the above-descri

enbodi nertiseaf fddienpr dseahd v aricAnthe béntdmealo hasteree, Mlargavehans! i der
that is novable along the |inear fastener so as to open or close the
opénilfg pidre madtlofoft bhize naiwerbpgrtionyof The ddfeemednbaghswyethait theasgpmare
portion, which is joined to the main bag body 15 by a suitable joining
nmeans sucPOEOMmdHeAreiectadions dhrei algovs-mertionee flathpostianenotherwjdht i ons
of the sleeve.is not Ilimted only to a triangle, but nmay be a trapezoid.
Accor di ngd¥ECHAR PrBEMREi nventi on described above, the linear fastener is
provi ded al ong the opening portion of the main bag body by the 20 insert

therof ore possi o ¢ SERsS T 34 P oF B HER R TR SRRl Lk Biblive” e

processi ng,ef4 4G . qhep j oc%]d' c veef '
keepi ng t % pr%lsgre?%\éd S ape_dgge?ﬁgmﬁ%hbag 0 ym?t%f@g&gé% gfttg{echange
easi |5 t heoR&rtBi fs kadwaedy FIGO & R 0p&Er tHr RenflitABNsAcNad e Rabiele LD
addition, it is also possible to inpart an appropriate strength to the

t hr ee- di nbasimgnahe neictabggldrodyape s shoviedn BLGS 10 erthey oppesiteaskieng

| oad. -33 Provision of the easily bendable portion on the |inear fastener
facilitatedgeheolf hdi Hpprer phetiani #2odhusodgldeso projeas fizke ithepabsvéd e to
prevent the occurci]e@ce of unseem y outward projection of the bent portions,
t hus provIRfTHELREG Ll | Ry Wshedig ddicorsidaehept-egalegh RATdIBhal The n bag
body. - 34 . WHAT IS CLAINED I.S: 1. A nethod for nuf act uri a.Jecl osabl e
packagi ngPEU§E ki BRI S8 HedePaTeY SOrEh P rHF 14 et allid Chois

|| neayy MastANGiEHERS At LOARHLRRISRBW P! 7 SAHHis Aladel s
material by an insert 1njunction nolding so as to bé space rom éac _
other, sapdefeisBle BOHPORNGr A8y bASASDINFoFBIRCESCRAUNG BREAYEAPIL With
each other to forma linear fastener; folding said sheet of filmmaterial
havi ng sapdrfionsof ahe lieeanfastenear 13 asttaohngormespendsfi@r aedehdéigding n t wo
so that said first and second |inear fastening nenbers can engage with each
ot her; andlong which the projecting portion 43 is to be bent, thus permitting an

easy bending process of the projecting portion 43.

25 Now, description will be given below of the reclosable packaging
bag of the other embodiment of the present invention with reference to

FIGS. 11 and 12.



heat - seal i ng each of opposite portions of said sheet of filmmaterial thus
folded to form side heat-sealed portions. 2. A nethod of manufacturing a
recl osabl e packagi ng body, which conprises the steps of: continuously
formng first and second |linear fastening nenbers on a prescribed position
of a rolled stMhe wfclésdimerpacidgihghagbO icoseptisehpankinbagdiadngdsa as to
be spaced fromeach other, said first and second |inear fastening nenbers
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310%<& (lind FL $4bdetxisRrihed ih thefbtdradmpa’'tion B its width direction so as to

] $GTIV SF10% &' () -f#10% & ()-s@O0% & ()-s! 10% & 1109% & ()- &10% & ()-
10< 1o<©x¢m¢h\n§n§Fma1mdmw@ptlsn1@ﬁ( shoyn sm%?]léb/( 82(55 ccordmgly,
10% & () s! 10% & é) F 10% & () &<~dEnN/ sF10% F ,

( &10% & the-steamp @ﬁyylgga*g[@ & thy egld&gmw@p@ structure as shown in FIG.

10% & ( 10% OfV Y 5' 10% 3
31: (10% 7(% @%1%%{@?% in a$ at% asy Cl %la %fd/i%&%&%@%nfé%&h@
10% & ()suliéofacg‘ ;ggrtlo]i% 60c, 60d along the folding lines FL of the side face

portions 60c, 60d, while moving the folding lines FL outward.

The sleeve 60, which is kept in the folded state as shown in FIG.
12(b), is inserted into the main bag body 54 so that the peaks of the

projections 60cx, 60dx come into contact with the bottom of the main bag

10  body 54.

Changing the shape of the sleeve, which has been inserted into the
main bag body 54, into the three-dimensional shape as shown in FIG.
12(a) causes the main bag body 54 to be kept in the shape as shown in FIG.
16(f) (although the main bag body 74 used in the embodiment as shown in

15 FIG. 16(f) differs from the main bag body 54 as shown in FIG. 11 in the
former has a single heat sealed-portion). In such a state, the self-
standing shape can be provided by bending inward the projections 60cx,
60dx of the sleeve 60 together with the main bag body 54. The reclosable
packaging bag 50 can be changed into a stackable rectangular

20 parallelepiped by bending the upper portions of the main bag body 54 as
shown in FIGS. 8, 9 and 10.

The linear fastener 55 is also bent so as to coincide with the
rectangular parallelepiped shape when bending the upper portions of the
main bag body 54. The linear fastener 55 has easily bendable portions

25 58a, 59a as shown in FIG. 13 so as to facilitate the above-mentioned

bending operation.

The linear fastener 55 has the female-fastening member 58 and
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@g. 10%&; é(%r @%@}/&W ()0@@ (fyrmve( é@x& {gmoxér%ng%%;tx@gly the female -fastening

member 58 and the male-fastening member 59 in the bending portions,

5 i.e., the portions corresponding to the upper edges of the side face portions

60c, 60d of the sleeve 60. Accordingly, the easily bendable portions 58a,

59a has neither female-receiving portion nor male-engaging portion, which

are provided in the other region, and has only the flat plate portion. It is
therefore possible to bend easily the linear fastener 55 without causing

- 10 unseemly outward projection of the bent portions, thus providing a nice-

looking stackable rectangular parallelepiped shape of the reclosable

packaging bag.

The easily bendable portions are not limited only to the above-

described structure. The easily bendable portions may be formed as

15 holes that are obtained by a punching oi:»eration or the like in the
corresponding bending portions of the female-fastening member 58 and

the male-fastening member 59, thus facilitating the bending step.

The formation of the easily bendable portions 58a, 59a only in the

bending portions of the linear fastener 55 will suffice. The easily

20 bendable portions 58a, 59a do not remarkably deteriorate the sealing

property by the linear fastener 55. However, when there is a demand for

an excellent sealing property of the reclosable packaging bag, it is

preferable to provide the easily bendable portions 58a, 59a with auxiliary
sealing means 58b, 58b, 59b, 59b as shown in FIG. 14.

25 The auxiliary sealing means comprise a pair of ribs 58b, 58b
having a triangular cross-section, which are formed integrally with the flat

portion 58a for the female-fastening member 58 so as to project toward the



S109& ()- 107!z!!"K'c""dE/ 10 LMLOY& ()- 109%& ()- $109%& ()-!109%& ()-
"109%& ()- FL10%&' ()-""#L###SIE / 108&* ! 109& () - Y(

"10%& ()- & 100& ()-$s$10%& ()-! 10%& ()- "10%& ()-$] $$$%6% %IE: / 10
88109 ()- @ 109 ()- " 3' 10% ()-010% ()-. $10%& ()-

 MLOY&! ()16 %o HB RGBS 802 AQ Wit Jor HBO B8, QoD Fi&s g&tfﬂm 1&19‘%2& () -
10 10 10, =- 100& () - >&J&S&&&H O dEDC 10  100Z& () - @ 10%Z& W& () -

: 109Z& @ossléé/&&n(l) wiiORe&¥e (fbrided integtalBbwitkDthé 11a¥ap&r{ibn, SPBIOVEE () -
T110%Z& () - 109%&Z& () -!109%&& ()- MLOYZ& ()-(6)w))*=*u*dEbC 103, 10%Z& () -
+910%Z&nfgle @ps1VAR Membet 1T9AL a3 -toFpediee&bwprd thi09étgale-fastenGig++dEbC
10VY8! 10%Z&' () -

member 58. The tip end portions of the ribs 58b, 58b for the female-
5 fastening member 58 come into contact with the tip end portions of the
ribs 59b, 59b for the male-fastening member 59, respectively, so as to
improve the sealing property between the flat portions 58a, 59a, in the
sealing state of the linear fastener 55, i.e., in a state in which the male-

fastening member 59 engages with the female-fastening member 58.

10 The projection height of the ribs 58b, 58b and 59b, 59b are
substantially identical with half of the depth of the female-receiving
portion of the female-fastening member 58 and half the height of the
male-engaging portion of the male-fastening member 59, respectively. As
a result, these ribs 58b, 58b and 59b, 59b do not deteriorate the easily

15 bending property of the easily bendable portions 58a, 59a.

The ribs 58b, 58b and 59b, 59b as shown in FIG. 14 locate so as to
be apart outside from the opposite sides of the female-receiving portion of
the female fastening member 58 and the opposite sides of the male-
engaging portion of the male-fastening member 59 by a prescribe distance.

20  Provision of the ribs 58b, 58b and 59b, 59b in the vicinity of the female-

receiving portion and the male engaging portion mentioned above permits

to ensure a further excellent sealing property.

The above-mentioned auxiliary sealing means are not limited only

to the above-mentioned structure. As shown in FIG. 15, they may

25 comprise a pair of ribs 59¢, 59c¢ having a trapezoidal cross-section, which
are formed integrally with the flat portion 58a for the female-fastening

member 58 so as to project toward the male-fastening member 58 and a
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10< upper surface portions of the ribs 58c, 58c for the female-fastening
5 member 58 come into contact with the tip lower surface portions of the
ribs 59c¢, 59c for the male-fastening member 59, respectively, so as to
improve the sealing property between the flat portions 58a, 59a, in the
sealing state of the linear fastener 55, i.e., in a state in which the male-

fastening member 59 engages with the female-fastening member 58.

10 Now, description will be given below of a method for
manufacturing the reclosable packaging bag of the other embodiment

described above of the present invention.

The manufacturing method of the present invention comprises a
preparation step for a non-joined main bag body for a packaging bag, an
15 position adjustment and folding step, a cutting and bending step, a linear

fastener forming step, a heat-sealing step and a sleeve-insertion step.

The preparation step for the non-joined main bag body is carried
out by placing the opposite ends of a single sheet of film material 70f one
upon another and heat-sealing the overlapping portions of the sheet over

20 their entirety in the longitudinal direction to form a heat-sealed portion 76,

thus preparing the non-joined main bag body having the upper and lower

openings (see FIG. 16(a))

The position adjustment and folding step is carried out by turning

the non-joined main bag body in its circumferential direction so that the

25 inside edge of the above-mentioned heat-sealed portion 76 is apart from
the one side edge by a prescribed distance "d" and folding it in a flat state

(see FIG. 16(b)}. The distance "d" is substantially identical with the half of
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34919 Wmﬁ‘b&gfacfg&?the completion of the position adjustment and folding step, and
then folding the upper portions of the non-joined main bag body, which
correspond to the length of the cut-outs CL, so as to be separate from each

other to form a pair of bent portions (see FIG. 16(c)).

The linear fastener forming step is carried out by placing the pair

10 of bent portions in a linear-fastener molding machine and continuously
forming the linear fastening members for the linear fastener on the inner
surfaces of the pair of bent portions of by an insert injection molding,
respectively, excluding opposite side edges thereof. The linear fastener
forming step is identical with the linear fastener forming step in the

15 embodiment as shown in FIG. 2. The description of it is therefore

omitted.

The heat-sealing step is carried out by heat-sealing the lower edge
of the non-joined main bag body over its entirety in the width direction of
the bag to form a heat-sealed portion 77 and heat-sealing only the upper

20  ends of the opposite side edges of the non-joined main bag body, which
correspond to the cut-outs CL (see FIG. 16(d)). The main bag body 74 is

prepared in this manner.

The sleeve-insertion step is carried out by inserting the sleeve 60
into the main bag body 74 (see FIG. 16(e)). The sleeve 60 is the same as
25  that described in the embodiment as shown in FIGS. 11 and 12. The

description of it is therefore omitted.
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portions 70a, 70b of the main bag body 74. The reclosable packaging bag
70 can be changed into a stackable rectangular parallelepiped by bending
the upper portions of the main bag body 74 as shown in FIGS. 8, 9 and 10.

In the reclosable packaging bag 70 formed in the manner as

10 mentioned above, the non-joined main bag body is turned in its
circumferential direction so that the inside edge of the heat-sealed portion

76 is apart from the one side edge by the prescribed distance "d", i.e., the
length "L" as shown in FIG. 12(b). Accordingly, it is possible to place the
heat-sealed portion 76 in the vicinity of the edge of the side face of the

15 reclosable packaging bag 70 having the rectangular parallelepiped. The
heat-sealed portion 76 therefore become inconspicuous, to keep a nice-

looking external appearance of the reclosable packaging bag 70.

When the demand for improvement in the external appearance is

not so severe, there may be omitted the step for turning the non-joined

20 main bag body in its circumferential direction in the above-mentioned
manufacturing method. When such a turning step is omitted, the heat-
sealed portion is placed in the central portion of the side face of the

reclosable packaging bag 70 having the rectangular parallelepiped.

Now, description will be given below of another method for
25 manufacturing the reclosable packaging bag of the other embodiment

described above of the present invention.

The other manufacturing method of the present invention
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The sleeve-placing step is carried out by placing the sleeve 60 in
the non-joined main bag body (see FIG. 17(a)). The sleeve 60 may be
temporarily secured to the non-joined main bag body by an adhesion
means such as a hot-melting method. The sleeve 60 is the same as that
10 described in the embodiment as shown in FIGS. 11 and 12. The

description of it is therefore omitted.

The cutting and bending step is carried out by forming a cut-out at
the upper end of one side edge of the non-joined main bag body, and then
folding the upper portions of the non-joined main bag body, which

15 correspond to the length of the cut-out, so as to be separate from each

other to form a pair of bent portions.

The linear fastener forming step is carried out by placing the pair
of bent portions in a linear-fastener molding machine and continuously
forming the linear fastening members for the linear fastener on the inner

20 surfaces of the pair of bent portions of by an insert injection molding,
respectively, excluding opposite side edges thereof. The linear fastener
forming step is identical with the linear fastener forming step in the

embodiment as shown in FIG. 2. The description of it is therefore

omitted.

25 The heat-sealing step is carried out by heat-sealing the lower edge

of the non-joined main bag body over its entirety in the width direction of
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edge of the non-joined main bag body, which correspond to the cut-out

5 (see FIG. 17(b)). The main bag body 84 is prepared in this manner.

Changing the shape of the sleeve 60, which has been inserted into
the main bag body 84, into the three-dimensional shape as shown in FIG.
12(a) causes the main bag body 84 to be kept in the shape as shown in FIG.
17(c). In such a state, the self-standing shape can be provided by

10 bending inward the projections 60cx, 60dx of the sleeve 60 together with
the main bag body 84. The reclosable packaging bag 80 can be changed
into a stackable rectangular parallelepiped by bending the upper portions

of the main bag body 84 as shown in FIGS. 8, 9 and 10.

When a co-extrusion film or the like, which has on its opposite

15 surfaces a heat-sealing property, is used as the sheet of film material in
the above-described method for manufacturing the reclosable packaging

bag, it is possible to prevent the heat-sealed portion from projecting
outward by applying an easy heating treatment to the reclosable
packaging bag having the three-dimensional shape. It is therefore

20 possible to impart a nice-looking appearance to the reclosable packaging
bag having the three-dimensional shape. In addition, it is also possible to
prevent a display condition of the packaging bags on a display shelf in a
retail store from being disordered and the packaging bags from falling
down from the display shelf due to entanglement of the heat-sealed portion

25  of the packaging bag with that of the other packaging bag.

In the above-mentioned embodiment of the present invention, the

sleeve has a shape as shown in FIG. 12. The sleeve is not limited only to



10° 10

"10% & ()-! >l

10°=10% & ()-!S6

.$$10% " & ()-M)$10%R' ()-?rrnstuvvzXedY7 ! *$109%& ()-!Y"

"10%99& ()-s$10%& ()- !p$l09%& ()- !'f$109%& ()- ! $10%JUL () - v\ wwwwmwwix Ix{\ =

1 S 1096
10gY=10
| &MLOYG
" 1095&
" 10958

110968 () -+ 1096& ()-&)  $10%& () -

e e O g e o

&4 105 &
SR R ?@%@}}}d?‘o HoRE >

105 105=109%¢& Theghidd¥nd invenbiiDUl (neluldesid G¥oRsabls pkedids (Hag,
)VB}[ 9YNC !'! pl @ $10%pHpH&' () -

T 594 0%4Hrghich- beemis tagsolvestE/peo blem $f deaHay eme@®it0staeking fpropesit ! |

5

10

15

20

25

The reclosable packaging bag, which has fundamental elements of a main
bag body having an opening and at least one heat-sealed portion and of a
linear fastener provided on the opening portion of the main bag body, is
further provided with a sleeve that is placed in the main bag body. The
reclosable packaging bag is characterized in that the main bag body is
folded into a prescribed three-dimensional shape defined by the sleeve so

as to keep the prescribed three-dimensional shape.

As a result, in the above-mentioned reclosable packaging bag of
the present invention, it is not always necessary to form the linear fastener
by an insert injection unlike the above-mentioned embodiments of the
present invention. More specifically, the linear fastener that has
previously been formed may be fitted onto a prescribed place of the main
bag body by adhesive agent, a thermal bonding process that is to be
simultaneously applied during the heat-sealing process, or any other
appropriate fitting means. In this case, it is preferable to form thin
portions at the opposite ends of the linear fastener and/or easily bendable
portions on portions thereof to be bent in the same manner as the above-
described embodiments of the present invention. The reclosable
packaging bag does not always require these features, when the demand

for improvement in the external appearance is not so severe.

In the above-described embodiments of the present invention,
each of the projections 60cx, 60dx of the sleeve 60 has a function of

coming into contact with the bottom of the main bag body 54, 74, 84 to

(11096& ()-LS& 1096& ()-1}: ~~~dYNC !
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The reclosable packaging bag 90 comprises a main bag body 94, a

linear fastener 95 and a sleeve 60M1.

Opposing portions 91, 92 and heat-sealed portions 96, 96 of the

main bag body 94 of the reclosable packaging bag 90 as shown in FIG. 18

10  correspond to the opposing portions 51, 52 and the heat-sealed portions
56, 56 of the main bag body 54 of the reclosable packaging bag 50 as
shown in FIG. 11, respectively. Each of the heat-sealed portions 96, 96 is
provided on its lower portion with a stopper portion 96a. The stopper
portions 96a, 96a face each other as shown in FIG. 18 so that the opposite

15 lower side edges of the sleeve 60M1 are placed on the stopper portions 96a,
96a. Each of the stopper portions 96a, 96a is formed by increasing the
width of the lower portion of the heat-sealed portion 96 as shown in FIG.
19(a). The stopper portions 96a, 96a have a function of maintaining the
prescribed position of the sleeve 60 in the main bag body 94 so that the

20 lower portion of the main bag body 94 can easily be folded into a shape as
shown in FIG. 8. The sleeve 60M1 therefore has no projections unlike the

sleeve 60 described above.

The stopper portion 96a is preferably formed on each of the heat-

sealed portions 96, 96 as shown in FIG. 18. However, the single stopper

25 portion may be formed on any one of the heat-sealed portions 96, 96. The
stopper portion 96 may be formed by increasing partially the width of the

lower portion of the heat-sealed portion 96 as shown in FIG. 19(b) so as to
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FIG. 20 illustrates a modification 60M2 of the sleeve 60M1 as
shown in FIG. 18. The modified sleeve 60M2 has a pair of bendable
5 reinforcement flaps 60cy, 60dy. More specifically, the sleeve 60M2 is
composed of a pair of opposing front and rear face portions 60a, 60b and a
pair of side face portions 60c, 60d. The reinforcement flaps 60cy, 60dy
are integrally formed with the upper edges of the side face portions 60c,
60d of the sleeve so as to project upward. FIG. 20(a) illustrates the sleeve
10 60M2, which is folded into a flat state. The shape of the sleeve 60M2
folded in such a flat state is changed into a rectangular shape by unfolding
the side face portions 60c, 60d. The reinforcement‘ flaps 60cy, 60dy can
be bent inward as shown in FIG. 20(b) so as to increase the strength of the
unfolded sleeve 60M2. It is preferable to provide the side face portions
15 60c, 60d with the reinforcement flaps 60cy, 60dy, respectively. A single
reinforcement flap may however be provided on one of the side face

portions 60c, 60d.

FIG. 21 illustrates the other modification 60M3 of the sleeve 60M2

as shown in FIG. 20. The sleeve 60M3 is identical to the sleeve 60M2

20 except that the former has a detachable cover portion 60dy. The same
reference numerals are given to the same structural elements and the
description of these elements is omitted. The cover portion 60dy is
formed by increasing the length of the reinforcement flap 60dy as shown in

FIG. 20(b). The length of the cover portion 60dy is substantially identical

25  with the width of the front face portion 60a. The cover portion 60dy can
be turned so that the tip end of the cover portion 60dy is placed on the
reinforcement flap 60cy as shown in FIG. 21(b). Such a structure permits

to increase further the strength of the unfolded sleeve 60M3. The
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y can
easily be detached from the side face portion 60d. Finger holes 60dya,
60dyb are formed on the cover portion 60dy to facilitate detachment

thereof from the side face portion 60d.

There may be provided a cover, which is formed separately from
the sleeve and has an inverse U-shape so as to be inserted into the sleeve,

in replacement of the above-described detachable cover portion 60dy.

In the above-described embodiments of the method for
manufacturing the reclosable packaging bag, the bottom of the reclosable
packaging bag having a stackable rectangular parallelepiped shape is
formed by bending the flap portions 704, 70b inward as shown in FIG. 22.
When a co-extrusion film or the like, which has a heat-sealing property, is
used as the sheet of film material, it is possible to prevent the flap portions

70a, 70b from projecting downward by applying an easy heating treatment

to the bottom of the reclosable packaging bag.

FIGS. 23 and 24 illustrate a modified formation method of the
bottom of the reclosable packaging bag 100. The modified formation
method comprises the steps of subjecting flap portions 100a, 100b of the
main bag body 104 to a heat-sealing process and cutting off the tip end

portions of them.

More specifically, the flap portion 100a of the main bag body 104
is placed on a base 111 and a heat-sealing head 110 is pressed on the flap
portion 100a to achieve the heat-sealing process. The heat-sealing
process is applied to the other flap portion 100b of the main bag body 104
in the same manner. The heat-sealed flap portions 100a, 100b are

provided in this manner as shown in FIG. 23(b). Then, the tip end
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- $10% thn {nto a rectangular parallelepiped. In FIG. 24(b), reference
5 numerals "100x, 100y" denote upper flap portions of the reclosable’
packaging bag 100, which are kept in a folded state. In such a reclosable
packaging bag 100, there is not required any step for folding the flap
portions inward as shown in FIG. 10. In addition, the small flaps 100ax,
100bx improve the self-standing property of the bag 100. The small flaps

10 100ax, 100bx may however be folded inward as shown in FIG. 10.

In the above-described embodiments of the present invention, the
linear fastener may have a slider that is movable along the linear fastener
so as to open or close the opening portion of the main bag body. The
sleeve may have at lease one portion, which is joined to the main bag body

15 by a suitable joining means such as adhesive, heat-sealing or the like.

The shape of projections of the sleeve is not limited only to a triangle, but

may be a trapezoid.

According to the present invention described above, the linear
fastener is provided along the opening portion of the main bag body by the
20  insert injection molding so as not to extend to the heat sealed portions. It

is therefore possible to reduce the period of time for process and improve

the processing efficiency.

When the main bag body includes the sleeve for keeping the

prescribed shape of the main bag body, it is possible to change easily the

25 main bag body into a proper three-dimensional shape. In addition, it is
also possible to impart an appropriate strength to the three-dimensional

main bag body so as to bear sufficiently the stacking load.
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ng said sheet o material avmg said first and second {ilnear
fastening members formed thereon in two so that said first and second

linear fastening members can engage with each other; and

heat-sealing each of opposite portions of said sheet of film material thus

folded to form side heat-sealed portions.

2. A method of manufacturing a reclosable packaging body, which comprises

the steps of:

continuously forming first and second linear fastening members on a
prescribed position of a rolled strip of film material by an insert injection
molding so as to be spaced from each other, said first and second linear
fastening members being engageable with each other to form a linear

fastener;

cutting said rolled strip of film material into a separately independent sheet

of film material;

folding said sheet of film material having said first and second linear
fastening members formed thereon in two so that said first and second

linear fastening members can engage with each other; and

-35-
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heat-sealing each of opposite portions of said sheet of film material thus

folded to form side heat-sealed portions.
The method as claimed in Claim 1 or 2, wherein:

said linear fastener is continuously formed on said sheet of film material so

as not to extend to said heat-sealed portions.
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