; €3eb<d86Thx"W O 02/ 092459 DESCRI PTI ON PACKAG NG BAG W TH TEAR- OFF OPENI NG
Techni cal gi g} %ECT/JPOZ/ 04133 The present invention relates a_ packagi ng
bag, whi SHORALUY 5 oxygen-barrier property and can easiIQ)(’b";s/"mt0 ﬁ“é)pen.
Background Art As a bag for receiving liquid relish such as soy sauce,
mayonnai se and ketchup, or jelly type beverage, there is conventionally
known a bag 80 having three side RB§ERIBOEONSOa, 80a heat-seal ed as 10

shown in FIG 16. The b i s formed of a plastic |am nat is

provided with a |ayer hg\q}’f’g‘%ﬂéﬁ By et BB’?IT’TOEF ropEfty so ﬂmmuummmlEMﬁMS a

basi c | ayer _of, %]&geiél m A sheet of plastic lamnate fil m havi nggm@oo+

r ect anguli@chaigaleFields ol d in two and then heat-seal ed at three opened

edges, thus preparing the bag. .There.is al so own anot her. type of bag, 15

.o, three Si ddPCeRTESFHdIvaFHQ TelaiSs: & Reakegingo Pagngvhicthdias o

plastic |lamnate filmin t tg forma,rectangul ar shape having a

| ongi udioﬁggegxbﬁmere %Def\riﬁaﬁl%p%?l? egfsﬂy eeﬁ)é% %?)Ferh'ed edges, heat-sealing

- the | ongi j d edge and one of the pair of |ateral opened edges by
Bk ERRP RS

a prescri form normal heat-seal ed portions 80a, 80a and 20

. heat-seal i ng th@;s°t£'e'ba%f .tBPeéQé’f%igisrg iibi {E}ﬁ{ alelMIENSHCRIGRS ?%rgs!aﬁgé,er

w dth than the above-nentioned p i ene

width to formthe
heat - sealiagypahhisenaBdakébhily ¢ fdlBUty PO beveragt)thicherigi dbnvastioray i n

FIG 17. In addition, there is conventionally know further another type of
bag 81, mekni & ledg 80 &xchvinyg pheee ddé wdlgeke80a, 8Dap| 804 iledtagvaled eas?5 fil m
one upon another to forma rectangul ar shape having four edges 81 a, 8la,
81la, 1814, shwmwin ihefiChek.- sSEhe ibag 80 és faunead df esplaasticslammimaite G whith These
liquid receivi ggibags 80, 81 thus fornmed have portions 82, 83 from which

t he bags isaprozided yitle a ayier dpaving Sut bxpgeniharsi@prg@riasoms o eerded by
formng a notch or_a break intentionally. -1 W) 02/092:|59 PCT/JP02/0~!
133 I n c&eankasie laerpelythedilpne fnshectop! plagticilaminaigifidm haying a

heat -seal ed with th rescribed w dth mat | on, of notch as sho in
fro 6 gecrshede ShREE i Hobf anbYe dind 6Pk hERt6pleth of HoThe AR ceal ed
portion r g i a ! = ed,
Phus | eadi A saii 8 sRSEAAE RN 867, Theh¥ T B4 LoRbat Snfee AR BFBAEE s
rel aggveljye hi ﬁggé)r i i 8 i iIs or
her trlrgut hy?'hltt%{)%leih?%%{]gcé:%ﬁ?act ’Wl‘g ?F\&{aﬁs 833%?‘%3%%?@%”??%@%3%@%@@ earing
the bag dapiidiaie Tnd ihetwd tbi foenbay st fguldie Bhepe kavitig b, lotgtialihapPf his
or her mouth with the edge of the heat-sealed 10 portion of the bag to suck
t he beverammethyedgaisendaemgait oof Hateralt bpehadaddigts orhedthsedlirigethe

si de-seal ed bag has the bent edge portion on one side thereof and the

heat - seallengpsdinahopened edghand lome of dee pabrebiateril apartes edesebient i oned
heat - seal ed portion 80a iségrovi ded by heat-sealing only the aone side of a

bag body RUSSFEREHpWIARY tr desmy sqranals heatisealsd aportiRnd PpodPaudmd zing a
oo o OB S SOOI LS SR 7 AR 10
out |G N8 PARSL K TRYne Sk Bublio TR GERIEY (REMAATYS,
user can ﬁ@i@&éal%ﬁepéﬂlti?o% QDal Bifvi %%@%H@%r%@%stt oM, Aed sR¥wheRL | NG

the bag, 1t 1s possible to contro rate o e contents in the bag

"in accor dar.eiw t naddifidn2AHerd $€@dhiv¥nBbnblg BeGwER{rthén ahb@h@@gy dhe

size of such an opening of the conventional bag cannot be selected by a

.user, thusf bagv8tj mthioh iscobtiinet by fslacingrenio sheetsabdydasizd ldhdnates a
limt in strength of the lamnate filmof which the bag body for the bag is
fornB8, dilam omeenpantamiher dofatm & vectarrgdae shapeshadngtfour Adgear$ladged
article may easily pierce into the bag body fornmed of such a lamnate film
with the $EauPlay é&a, and thep heabpealiag dhedountadgssl rg shown im@igh BH2N59

P ene s ot S R noees A hud Torenta b bostlond B2 Bk

which the bags can easily be torn open. Such portions 82, 83 can be
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provided by forming a notch or a break intentionally.




above-nentioned problens, is therefore to provide a packagi ng bag, which
permts prevention of the -unintentional opening of the bag, can be 5 torn
open wit Wab/eRgiopri ate size of the opening in accor danc@CH2/841R3 nd, of
contents in the bag, mnimze deterioration of strength of the bag, while
mai nt ai ni ng a hi gh oxygen-barrier property due to fine concavities opening

outwardly formeg, @asENGHRAY 3R BagRhs! @ dRsed MRT AIUY QUMKL, WRECKH aatiece Cost

of material. 10 In order to attain the aforenmentioned object, a packagi ng

bag of theatisealed®ifs thefl pidieriteds®Adin, Ntefidtion asindie esch asbsigowady nmade
of a plastic lamnate film having a pair of opposite side edges, said bag

body bei g HIO: sl obyl $r bndbngasiendopahe sportpportidre 8l én dtigedefontnedcont act
wi th each other and heat-sealing them 15 over their entirety to forma

t ubul ar sealedd pordiorhavequjres r ear imeatassshl aveporfi the podtiens| d4psibey sai d
t ubul ar shaped body-into a flatten shaped body having a front face, a rear
f ace Dppbenhgeslady thusnleating aminsreased sospoiimateyidle ddhrehpat-sealesd
connecting said front face and,said rear face to eaé;lh at her, (:V}l,%i rst opened

por ton BRACENShaRA SRR 20 or 1O Spod GTIETS PP ISt v 1) on,
weab e pheel Y181 1 oy Lo R AL RSt
opened pht tl?rGF‘f}Aeéﬂ&Pya tp@gpgs%ﬁpﬂg %?W‘éﬂ‘g raoﬂ?@)ﬁ?lgﬂg?fﬁ%gﬁ‘équ?@l%%

recet Vi NG RAGRES 8aREdiOL AP RS AL L IR O BbElBRId oVl ded
heaty sealgdi BRI @ bagd to ﬁ\(@lpa/n? %g&éﬁaééé% 02104 H%%négé] do ttBATMSLARL | NY

portion cConprising a prurality o i ne toncavities opening outwardly. In

the firstyasREeon0ftheNthieesidRtsddl¥@ba@had fige MRpAStdge Potiondaesored t he
pl astic | am nate filmfor the bag body are brought into contact wth.

each ot heidd ehémoh @ théebhkat-sehbgebhobtidy: 80at blattlichethenaside hbetecfeal ed
portion is placed on the rear face of the bag body. The pair of opposite

si de edgdhent thasabbve-hmehtigneddheatessestedrepordah BiGsh iseppevidedo she rear
heat seal ed portion. There can be avoided a portion having insufficient
seal i ng peapseajingnonlye the ames sidecof gobagdaody whila applEirshpregpuEatage of
the contents in the bag. Accordingly, the appropriate charging property can
be ehzur 6Btrel sdathg beg Padst Fﬁﬂb’afmgr%as’é#gq? HFGFSHIE ! ‘% ﬁo}l?’r‘ an be

educed Lo RRTSERaNe by PR BRI gt =
o AR G K0 88 PRI RS TR ettty
bag. The rpa¢leadiing B0 HERX-RAILS Poriion B0eS thtaihed REdM g RBl€ikags ofhi ch
i ncludes fluid material such having a | ow viscosity such as soy sauce,
flui d hatheGontbhedinitheobagy hBvekldEonpydanasaecandsdletictiup size of the
20 opening, which is provided by tearing the bag, it is possible to control the
flow rate of the contents in the bag in accordance with a kind and
viscosity of the contents in the bag. The size of such an opening of the
conventional bag cannot be selected by a user, thus providing no
technical effects mentioned above.
25 There is a limit in strength of the laminate film of which the bag
body for the bag is formed, even when attempt is made to increase the
strength. A sharp-edged article may easily pierce into the bag body

formed of such a laminate film with the result that the bag is opened

unintentionally.



20 and jelly-like material. In the second aspect of the present invention,
the tear-starting portion nay be placed in the m ddl e side between the
first \heéﬁo%%?lz*éﬁ portion and the second heat seal ed port P&FIPIOKEE third
aspect of the present invention, the at |east one of 25 the first heat

seal ed portion and the second heat seal ed portion may have = a w dth, which
vari es f Pisslogurepi the Insentioh opposite side edge portions toward the ot her
thereof. In the fourth aspect of the present invention, the above-nentioned

wi dt h may gradu Ilg decrease fromthe one_ of the ga_i r -4 WD 02/ 092459 of
opposi te side e‘gﬁ hisct idnthe present: mwentien, whiebds. nmrde iecpivaibe In a

case where the pagckagi,ng b receives fluid therei,n, the viscosity of the
f1uid deﬁﬁﬂﬁ?l’agn 1851%% g’&ﬁ%@?%ﬁ? %Fé'ﬁh?meﬁot Héoﬂgén?n@a&ka% dagi ng

L
TSR S SR SR e AR
Cose. | ¢ ndOh conténts By the bag ind e Leribratn bl WhnaB O thi bdd 155

" Vhen t hetwhily aThBaiaaE U SEolRYgkh ks ?m ORI Tl Yo AavibRs.

di fferent opening size in accordance with tents in the packagi ng bag
in view opehirg awwardintfonned ¢ atleeBagPs® Hee hiodntoC paks Othesth Lol of

products in stock becone conplicated, thus causing unfavorable problens. 15
The packagdmpdvag adsttdfenptesaint i nvention al so sol ves the above-nmenti oned
probl em so that_the_packagi ng bag having a certain size and shape can cope
wi t HQ equi r enenfis oFéer i @ttaint ther afdrevientiomed dbjéel; enpavksging bagofand t he
openi ng ﬁazgé Mor e é}ggcifi cally, .in the present invention, the first and/or
20 seconHfi&sst agRsAPl i PEscRAdNEERHAR COMATISASYr adual | y decr eases from

or the i st arftil 16 SR dPAIA: Ok BaRUAs i IR kAT BT ERT oA ual | y

d tl: f ' | de ed ti t o.the .ot

her cof - CRROSTE cife Bofted salif BRERY, Beflg ToBHOR SR EriiiReiid il et 2
er ki | et 8hsor” th . i st

i ch t naP o enae e AR C ABoEAE T oty S R P BERTTHAY . Ton,

t he liar osétheftgentirétyofo eynPa PhBUlAedhabeaNBohf hQ@ir%aiar r&dr dpRRSi te
side edge portions so as to extend over an entirety of the wi dth having the

maxi num sedled. peftion, and collapsing said tubular shaped body into a flatten

shaped body having a front face, a rear face opposing said front face, a
pair of opposite side edge portions connecting said front face and said
rear face to each other, a first opened portion and a second opened
20  portion opposing said first opened portion, said rear heat sealed portion
being placed on said rear face;
a first heat sealed portion being formed by heat-sealing said first
opened portion;
a second heat sealed portion being formed by heat-sealing said
25 second opened portion; and
a tear-starting portion from which said liquid receiving bag is to
be torn open, said tear-starting portion being provided on at least one of

said pair of opposite side edge portions and said rear heat sealed portion,



WD 02/ 092aS9 PCT/JP02/ O t133 According such a feature, the range of the
tear-starting portion may be extended, thus providing an effect that the
packagi nQvVOAY0V4® easily be torn open with fingers. In thePSTARW/04E¥ect of
the present invention, the plastic lamnate 5 filmnmay conprise an oriented
plastic filmlayer serving as an outer |ayer and a non-oriented plastic

resin | aygiq Sferal‘:léig.rﬁﬁga'i‘)drﬁﬁﬁr dcﬁﬁﬁﬁ'sin”g‘dat BeutLa%- VfakinenEtorRakiges My be
formed on the oriented prastic filmlayer. ACcordihg to the feature of the
seventh apggmg@ﬁtwagdmesent invention, the tear-starting portion is
formed in the oriented plastic film 10 |ayer to provide therein the fine
concavi ties opehi nheofitsangpyect Tietlsd faesenbanvehtiomgcllegioppdsiy side easi |y
be torn open with fingers is ensured, w thout dripping. In the seventh -
aspect otdghe gfr thenplastice taindnate Kdmofornthed hagadody fire nbrayght dajo be
coated at its inner—side with a polyvinylidene 7.5 chloride filmlayer.
Accorai ngontasthwithegach ether todorwmvihe Mibulascshaped hody e that the E88T on, a
good oxygen barrier property can be ensured, The origented plastic film
| ayer segvaﬁ@eakect peronds plage %dhﬁﬁ@aﬁdﬁcérqfe&{% aﬁﬁ%@f}f csﬁé% PIT ayer
serving ag t he i.nner, .| ayer protect the, polyvi Q%)Icidene chl ori&e 0_f.j,d m
| ayer sePliMRPosite 1ide n¢dgsaRAriony &f ethe Hage HPBhAF FHINNH b‘?ﬂd’lwﬁththe
good oxygen barrigr property for | on eriyod of ti.ne, t i
aspect o e??\%cakpﬁoegé%?e?'ﬁ%#i%e(?@é)r@ ent’gberﬁl ﬁéiﬂgﬁvﬁﬁqggeﬁéﬁy&éﬁbe
coated at .l I :NNelee S L LA eposiit e t iCy | 2
Accor di n%xatlvgﬁg hlgl%?l (gfz}%ﬁi‘g %%g é?%g{rﬁgagg:%{e g}@hgé‘lﬁlreeﬁs éﬁf ﬁ'()nl, ng'(lalﬁ?i on,
for i | OBrBlediffle VRRALagloPoS! AR EBiiRhs CihaXRE filg. SxHRIdtdhmgIeduat

e provide

al um nun oxi e excel l ent oxygen-barrier property, even when the

plastic bpproptiatd idHa MpeirBF lcaghe ban¥naliped NuTh falditiody ed .ratite of
vapor-deposSited netallic Tayer is formed as the internediate -6 WO

02/ 092- L aPe& G/ tHeOResx lskaded gymtiotncan be federced: irdaoagpatibenewith thes
providing the excellent oxygen-barrier property for a long period of tine.
| n the nipackagipedagfhavimgptheefourn rheatt isealede guirtions; hthis reffectivelyecond
heat seal ed portions may have a flat edge. .5 , In general, the packagi ng

bags fi | MédizingHtheomaterialar éﬂbﬁﬂeﬂ’l?)lrdgéﬁcd@énmﬂfﬁ ket fear forming: dheon.
bag Wy BARKEEITE D984t BAERAGIHHE BRY. AERANE T F3oe it 1) BOTEDIEGE of
L?gbrgnmt ?’?t3?%%%}?@%?&'5%}%%&%{:8@%%-bag' In order to prevent such a

The packaging bag may be used to receive any kind of material,
which includes fluid material such having a low viscosity such as soy
sauce, fluid having a high viscosity such as mayonnaise and ketchup,

20 and jelly-like material.

In the second aspect of the present invention, the tear-starting
portion may be placed in the middle side between the first heat sealed
portion and the second heat sealed portion.

In the third aspect of the present invention, the at least one of

25 the first heat sealed portion and the second heat sealed portion may have
a width, which varies from one of the pair of opposite side edge portions
toward the other thereof.

In the fourth aspect of the present invention, the

above-mentioned width may gradually decrease from the one of the pair



10 to increase the thickness of the plastic lamnate film Such neasures
cause t%@&rfﬁsed cost. According to the above-nentioned feature of the
ninth a the present invention, each of the first PLTHPAMIMY heat
seal ed portions has the flat edge without irregularities so as to prevent
the other 15 packagi ng bag from bei ng damaged t hrough contact of the
packagi afjoppgsiteiside edgt potrtiens tasvardridsubtheri thersofpossi bl e to surely
prevent the packagi ng bag frombeing pierced or torn unintentionally. Brief
Descri pti on oflnt Becapevivhgee Rhe packagiagybagprendives fhwid théneins dheng a
packagi ng bag of the 20 first enbodi nent of the present invention; FIG 2
is a paY‘lSpaﬁl%ﬁe?%p?@@t flydd fependstor the Kaigich¢heerpias Bremnwihenrithe 1,
illustrating a tear-starting portiqn forngd o ear heat seal ed, portion;
Fla 3 oeedhe oh G PARRAEIRE bAg: MHYCh Zecsives) iﬂuﬁ]fa@ﬁm&éaiem@scgsltﬁort i on

o Sy TR sl e B el " S
oo, ot Smdlithy o 1835n550) B0A ENSLUASOMSLA 2t
sehemm! heedasseh RELASCURI RAHEY 23408 VO GARPEAUIIS PRI aEtuE no L1

whi ch i f relafivtlydadall) it f%edﬁﬁé’%llt_ét]bﬁ?omﬁs pﬁg i%é@ ﬂ'%ﬂdFsl,I{%ooényt Qllfl%.{ﬂﬁ he

tear-starting 5 portion on a P | Is aviewillustrating a

step focasd, itt inprefaaplagbi forlnd MH¥ bpehihg havihge thonargétdidiadineder.ecti on;

FIG 8 is aviewillustrating a step for form ng the sheet of the plastic

| atithat WHen thewdack rhanufmsared tmanyt kiedsoof phoklaginlg Bagedidving the i nto a
tubul ar body; FIG 9 is a viewillustrating a step for heat-sealing the

t ubul ar diffsrgnt ropeming osige tindicirddince cwithnthan dontentseiip ¢hdi padkagider ect i on
thereto,in accordance with the size of the packaging bag to be

manuf acPage Vigws of dhes ahovewnentipnst m‘qﬂh@na, pregurpnc gentsed and t ubul ar

body, control of products in stock become complicated, thus causing
unfavorable problems.
15 The packaging bag of the present invention also solves the

above-mentioned problem so that the packaging bag having a certain size
and shape can cope with requirements for the contents having the
different viscosities and the opening size.
More specifically, in the present invention, the first and/or
20 second heat sealed portion has a width, which gradually decreases from
the opposite side edge portions toward the central position between them,
or the first and/or second heat sealed portion has a width which
gradually decreases from the one of the opposite side edge portions to the
other thereof. As a result, selection of the portion to be torn in the first
25 and/or second heat sealed portion may change the size of the opening
from which the contents is poured.
In the fifth aspect of the present invention, the tear-starting
portion may be provided on one of the pair of opposite side edge portions

so as to extend over an entirety of the width having the maximum value.



15 which has been subjected to the heat-sealing step, into a pair of
jointed bag bodies; FIG 11 is an enlarged view of a portion "A'" in FIG
10; FI G MO02/@9245% i ew i | | ustrating a cutter having a zi gzagt BB Hd a cut
shape of the pair of jointed bag bodies; 20 FIG 13 is a front view
illustrating the packaging bag of the first enbodi nent of the present

i nvent i oAccbrditiy shichhe feameregfthenraapenofighprieerdsdrtingt partiory thay bag can
be selected; FIG 14 is a front viewillustrating the gackagi ng bag of the
second eepRtslideeht tinis tprevidingemt effecerthiad the2packagingsbag carsf egfily wew
illustrating the packaging bag of the third enbodi nent of the present

i nvent i obpriFppenIwithsfingens: spective view illustrating the conventi onal
three-side sealed bag; FIG 17 is a perspective view jll Lfst r.ati na anot her
conventional _gin theeiyth gspect of Hag/presenbieyention, tae Hlastic dapigata

por t 190 BERIENCCOMPSE g RiSled: PRSUH SUiIRPELSFRRPRGS AE SO RY Pnal
f -sid | ed bag. 5 .Best Mbde.f Carrvi.ng Qut t '
enbod e AR BIGP PITEHRASLY it HavEr SELHE 1 am PRt SRRl oy
ind il bel ith f I ks 1 sh

backag nie g A HHe BRERPRERS e fririd BRI AE A PLAt O Bhm Jover. T STre® °
packagi ng bag 1at500hkY S0 lddur” b19hRTs i B ipeBt (IDaRSIiesehde

edges of a singlée s astic lam nate minto contact with each

other byigydh@sh! meqew%&ﬁwﬁ% idorbial 165 fYrhed ihNBRE ofictite@ dgastit dileh her
over their entirety to forma Tubul ar shaped body having a heat seal ed
portion aydr itb) pf&¥iiapaidigin hthe ding aonshajttes agmbningt outwafdlyl atTee
shaped bocK/ having a front face 3, a rear face 2 opposing the front face 3,
a pair ofkffeppahiatetist deackigingobag cvem czasikyc biengotrheparowithafingarsi ishe
rear face to each other, the first opened portion and the second opened
portion epsusedgwitteout dsippipgned portion, and (iv) heat-sealing the first
and second opened B%ti ons to formthe first and second he

at 20 seal ed
portions 5 and B praveni| aspatle ﬁb%-ﬂﬁﬁ@ﬂan{g&?nségpeyﬁm on 4,

which is placed..in the center of on the, rear face, 2 sqQ as to _sta out ward
and ext erﬂgaﬁﬂc &h‘én I18¥eT Taay ﬁ%ﬁ capiesd @tolts JneteSislec WA ﬁgpgg)aflgyﬁgene

herej(gaf tgg:]r1 r.§f§rreg t(%~ as the "rear heat sealed portion". Each of the
firstohe S IQELPIUTYSTon 5 and the second heat 25 sealed portion of the

packaging bag 1al3oP4g 960 fahilie bfahetdefenth aspect of the present

invention, a good oxygen barrier property can be ensured. The oriented

plastic film layer serving as the outer layer and the non-oriented plastic
resin layer serving as the inner layer protect the polyvinylidene chloride

20 film layer serving as the intermediate layer between them, thus providing
the good oxygen barrier property for a long period of time.

In the eighth aspect of the present invention, the oriented plastic
film layer may be coated at its inner side with a vapor-deposited metallic
layer.

25 According to the feature of the eighth aspect of the present
invention, formation of the vapor-deposited metallic layer for example
formed of aluminum oxide provide the excellent oxygen-barrier property,
even when the plastic laminate film does not include any aluminum foil

layer. The vapor-deposited metallic layer is formed as the intermediate



whi ch has neither zigzag cut edge nor irregularities, as shomm in FIG 1.
The packaging bags 1 filled wth the contents are often kept in a container
such asWQq’éQ?Pa% so as to be placed one upon anot her the?%’Bﬁl.’(’zﬁ’Qlj?’ VO

02/ 092. 1i 9 PCTI JP02104133 I n such a case, the flat edge of the first and
second heat sealed portions 5 6 of the packaging bag 1 prevents danmage to
t he ot Heyepawgkas g Ipagvertnalashaghethmyptsi thusi geowidieg pidret iexesllont t he
packagi ng bag 1 i.,s provided in the vicinity of the first heat seal ed

por t i orPXY &R RaErieh pEPPerty fer adenggpaniet of tikaevi ng as the tear-starting
portion. The (ig h surface ' p(%rthon 7 is formed in order to facilitate the
tearing of th SING AFRGEFLSH sPIeRERA ANV Bag, ¢acl of the finst ansher

P tuh AT RLaf Bk A antits A et R ed &8 ot ot 19 RO Do | nFI G
2, h h d i 4 . i d, 4 h icini f th

2. g ear hogl easeha 40 paCkRBI Ak el eIl gl (he
rough Spléf:é&eorfé)h?o‘fﬁaﬁoﬂ?ezf H‘}%{rga?t h%}ﬁf&u&{;&v ?fr‘é%y?iriﬁ%? o fhe heat

seal ed ‘portion 4 so as to exten he priescribed poPtion € rTear face
2. The m}gﬁeﬁaﬁafla%rpea 9118 gikaihhe ' i g f%RE bei ng
st opped by the rear 1.5 heat sggﬁlg? po%l%lgnbéga%:e@gr mé%,@{éhgrtﬁgtgh

sur f acepaukdding ISag,Slehdin@do & poR8iKIeNeakhSe DI thaCCofertiSreced iRl Seal ed
portion 4 to the rough surface portion 7 serving as the tear-starting

por t i ortheThackaginlg sag.f diteopdert icopseverenshich ar prablei, deds kynteiveible a
plurality of fine concavities on the plastic lamnate filmof which the
paéRagitegitrgase i thepthickness . of Tthee pdadtigilamibate filoan $achlmehsures n open
by tearing (i) the rough surface portion 7 serving as the tear-staxting
porti or;aY4s§ §h€tﬁ'§3r§ﬁ§@gicﬁ§t-porti ons of the rear face 2 and the front face
3, {iii) the rear heat seﬁlae portion,4 having the rough surface portion 8

and (iv) the SOREFABHIRI Ve Bitignedh featiue afdhe pinfyaspect pbnt- face

3 (see FIG 3 iS or torn open by

. h h kagi b b
tearing |P§?ée 2mlrvgﬂ Dy FAC er8f ﬁ]-é-?teﬁlp C@?&é@ﬁ@ﬁﬁ%ﬁé@ﬂgg@ggrpﬂwn eal ed
' . . . ool
Poar - oty b e SBRC et Wb AHEMRSE B0 30 DRt Tl R tBEr  ace

ponbi onsacka rBad | A . rﬁ%} I Xﬁﬁﬁ :sfate in
or der tr%a- ]%ng V\%foﬂﬁ?%%z@wfggléié#l?g(%/gﬂrll %gg@???g?e t ?%%‘%gg andi ng.
I n facthagruehith cugh stiénceAPE rediR, Tt i pUilblebs atlrbR! brevein shdl e to

t he naked eyes so as not to deteriorate the external appearance of the
packagipacksging bagfrohe belgy piateed rarbmtnambivtentohallyhe upper surface of
the side edge of the plastic lamnate 5 filmis brought into contact with
t he upper, surface of the other side edge thereof to formthe rear heat

seal edp%’fi?fp@ﬁcﬂp%@%e, Drawing®er surface of the side edge of the
plastic lam nate filmmay be brought into contact with the | ower surface of

the other sid dge .t hereof tqg.formthe rear. heat seal ed rtion 4. 10 The
pl astic | ani ni‘t[g?fllﬁaopeﬁﬁ?% %%gl%aﬁgafr g Eaf:gag a2 H% ai ned by

pl agi n RIS i i .upon another. Wat is received in
thggpag}(r%i ng @%iéﬁ%nféf ﬁ%‘?ﬁe‘é%rlr{pq %I%P%:%d having a | ow viscosity such as
soy sauce or Ji | Lyl ; S sauce,
mayonnai se, kg%u%,ﬁg\gy%%bgﬁ%bgﬁg%ﬁ‘gggghggrﬂ%g Ig%&%ﬁhaha‘?%% %‘"rJe easily
to be chiohmadd FIG.oKyilleRtidtinda @ai-sthitihg pdieiosf Hrendd 6hed abhenehat the
packagi ng bag 1 has a good oxygen-barrier property and noi st ureproof

pr oper tsealeéd pohdopackagi ng bag i ncl udes no aluminumfoil |ayer as described
later, it is possible to nake the packaging bag transparent so as to permt
a visual recodfiGtidrisod frapt view illustrating a state in which the upper

25  portion of the packaging bag as shown in FIG. 1 is torn open;
FIG. 4(a) is a cross sectional view of a plastic laminate film of
which the packaging bag is formed, and FIG. 4(b) is a cross sectional

view of the plastic laminate film having fine concavities;



20 state of the contents. FIG 4(a) shows an exanple of a |ayer structure
of the plastic lamnate film 10. A PET (polyethylene terephthalate) film

| ayer 1WO&RNI2AE as the base | ayer of the plastic |amnat EC'W?‘H{O“ i ch,is

pl aced on the outer side of the packaging bag 1, is conbined with a PE 25
(pol yethylene) filmlayer 15, which is placed on the inner side thereof, -
through adhesi wegl4é id aesa%nbhbnaéﬂ%ﬁ&e lvi&RT Mudrating th apperatager is
provided on its inner surface with a DC (pol yvinylidene chloride) coating
| ayer 1%o# endniRictuihigy they phmsthalamiiatprfilpey ty to the plastic laninate film
10. The PVDC coating layer 12 is provided on its inner -11 WO 02/ 092: 159
PCT/ JP02/ 0=L13BIGur 6afe avi pérspegtivet vieyw | diustratingn avdesiice;harhicheris and-
patterns for the packaging bag 1 appears. The adhesive 14 connecting the
PET fil inthyded i thiet appaatPl 4 shdvaydn FHGe, dosfopm theteamstariingi ng

| ayer 13 and the PE filmlayer 15."5 A biaxial oriented filmhaving a

t hi cknegortonion @PES fikm) i zed to 10 formthe PET filmlayer | 1 serving as

the outer layer. The PET filmlayer 11 is coated.on its jnner, side with the
PVDC fi | m | ayeFl@avi ifga yiewillrprading asienifos S@W&H@Fﬁaﬁ@dﬁﬂyﬂ%’f& a

t hi ck f i tiljized o f the PE filml 15 i th :

i nlngr nfiﬁ@?migaﬂénn%%éﬁaﬁegmgrm aesol velnt Imesgygtr:lhesi \s;gr;/lsng 3:ed :s

th dhesi i j . ,

the PET 111 m i B6F8 SO Vv iR L ol foF Koty SE: shebToEepl( @
. Ye! . .

coatlng LAXAE theniralReh, glgﬁgg' had culfh B JhEitidhar dhactidip

above- yer 12 to provide an excellent barrier

propgrt eposited layer is forned by depositing the inner
sur?gcengétahc@Wﬁdn‘gl ayer 11 with netal such as A(err)20s and Si Q2.

FIG 4(b) is amignlariges wiswsithiefdtingal stég\fobthddiesedlang ithe2butabldran nat e
filmhaving the rough surface portion 7 serving as the tear-starting

porti on.bodiein ¢hghoagithdirapdirecton and therpapehdiquias slinectidre thareto
surface of the plastic films with a sandpaper #80 to # 180 prior to the

| ami nat iinmagrardasse With thiensize @idheipdckagingdrag tobgenanyfagiairedyer s above

the PE filmlayer 15 so as not_ to reach at least the PE film/layer 15 FIG
5 illustrates i?ﬂ%p}ﬁnaﬁu@emﬂhmtm@ngi%@t@méobpyé@rlg Wf‘i’?%fnf

whi ch the, packagi bag .qf the present invention is.forned. The pl ic

aiRat Svhiahieg: Ree Sppsstedd 36¢ Heatoaus Heean® Auaig WdoMER. o
rough s;rif age formng device 25 and a | am nation device 29. The printing
devi ce 2128 BOGSS) 1 o apply a printing step to a - 12 WD 02/ 09249

PCT/ JP02/ 0~133 g1y, 11 is an enlarged view of a portion "A" in FIG. 10;

FIG. 12 is a view illustrating a cutter having a zigzag blade and a
cut shape of the pair of jointed bag bodies;

20 FIG. 13 is a front view illustrating the packaging bag of the first
embodiment of the present invention, in which the size of an opening
provided by tearing the bag can be selected,;

FIG. 14 is a front view illustrating the packaging bag of the
second embodiment of the present invention;

25 FIG. 15 is a front view illustrating the packaging bag of the third
embodiment of the present invention;

FIG. 16 is a perspective view illustrating the conventional
three-side sealed bag;

FIG. 17 is a perspective view illustrating another conventional



single surface 50a of the strip-shaped PET film 50 serving as the base

| ayer. The rough surface form ng device 25 fornms the rough surface portion
on the %Bﬂa@?%4g9surface 50b to the printed surface 50a. ‘?q;i'é‘m“&/ﬁi'lr?éti on
device 29 conbines the strip-shaped PET film50 with the 5 strip-shaped PE
film51 serving as the inner layer into the lamnate film The printing
step, ttheee-midh ssaletitbag havingthstspecifitdshhpe ldirthedhésthsealsd grordion appl i ed
to the strip-shaped PET film50, while traveling the PET filmb50 in the

| ongi t daifpam dispsettipartiothenst i nting step is first applied to the single
surface 50a of the_ 10 strip-shaped PET film 50, which has been fed fromthe
| eft -hand si d81&n EBGissa merspective t vievprillustrafingvike convewtianabsul t,
characters or patierns are printed on the single surface 50a of the PET
film 56‘?“%3’1@%@63}5%8?&9 device 21, there is used a gravure printing device
in which the PET film50 travels between a lower roller 24, which is

i rs N0 15 i receixyed jn.a tank 22, and a bl anket roller 23, which
is Iag?tg%f?gg%ﬁgﬁ\r%g éH?ItbF’ IBYeRHORs to carry out the printing step.
The strip-shaped PET fil m50 having the one surface to which the printing
steps has bee pLi : A evige 30 to the rough
surface form ﬁﬁfeé@%%nﬁﬁ%gg%ﬂ%g%ﬁg%% %5 %%gggesg@%opvg& B rollers
31, 32wilihee %gériBHHfthQieftQ_{l”b@ﬂ)v&'%tﬁergéréﬁc&%p?ﬁgdaﬁopg?énﬂﬁg—% rol ler

26, which is placed on the upper side and a rough surface ol l er
27, whigrawifiggl aced on the lower side so as ' to cone into contact with the
rubber roller 26. The rough surface formng roller 27 is provided on its

peripheral suFl@cd shblvst hrgecligiggagsbad 12bf sasdpaeembBdhaehebiathe
rectangul ar shape. The three pieces of sandpaper 28 are placed in the

| ohQ@i t paeRent dnventioon Thet packagigl bagfhde dhinined) byoli) diridgingt thee escri bed
intervals. The strip-shaped PET film 50 conveyed to the rough surface

f or mi ngPadef Qpposites sigeuedges oliadsingle shegh of iplhatic Taonimate filol eto 27 - 13
WO 02/ 09%29 {’CT@]POZ{IOC&EB fromthe, | ower_ side thereof so that the

opposi COTLAFY L 6860 heR Oy ireseribad rackhs 6 heaesealing these side wi th t he
peri pheral. _surface of the.rough surface form rqller, 27.. The . strip-shaped
PET fi I%r%aggastpge ?rd%‘é?raqhﬁhrge?ﬁée?e & {@Hn]%ﬁfg’%ﬂeq ﬁ@dy Ng#A f ace
formn I 7 Lp.the,5 u l.ockw Lnecti;on in,FlG .5 and then
ol o botigenced PORRACHy (AR SHBRE Hhs P IS L B Rt T | o 26
When t iRttave f@&ﬁ, 1 : i of
sandpapert 28 %‘ra g\%iﬂded oﬁa?ik?egn ?gfﬁdrﬁ%?ezg’e%ghé{- Eéecigpéﬁ%&gggglfﬁﬁlgﬁ t he

stri p- $hepad aPpdirf ofl op5ekites stk @ngggwﬁané honkieetey te HongFABEam and the

10 peritghery of the rubber roller to formthe rough surface portions on
t he suithgceedOlaceAdoacads ubthers Hier fimgh openfesic poptiohi and #he $eworetl on t he
surface 50b of the strip-shaped PET film50 in the prescribed | ateral

posi t | OPSNSE Rertienpeppesingdthe fisst openiedd pontieny aired i(iv) theattseadingidi nal
directipn of the film50. 15 It is preferable to use as_the piece of
sandpaﬁ'@f3 é’fstta%éosmn@hepﬁeaérp%nﬂq%éo]‘farm tlae dgistand, ssrend beatandpaper

arlnerplet BOsHOuiTupastD. SrMe pr Bhe A SR ianasheeh SHalel  al such
as st igpfiot A0l WickP ¥ Pladdl B Whie SUREY: BPUIP NS retd 2! 59, L, ! ten
stand outward and extend in the longitudinal direction of the packaging
bag 1 is hereinafter referred to as the "rear heat sealed portion".
Each of the first heat sealed portion 5 and the second heat
25 sealed portion of the packaging bag 1 is provided with the flat edge,
which has neither zigzag cut edge nor irregularities, as shown in FIG. 1.
The packaging bags 1 filled with the contents are often kept in a

container such as a carton so as to be placed one upon another therein.



20 al um num A nenber for form ng the rough surface portion is not limted
only to the piece of sandpaper, but may be a netallic plate having a

pl ur al iWQ 020935%j ecti ons, which is to be attached on thePEEW%#gﬂ sur.face
of the rough surface formng roller 27. After the rough surface portions
are formed on the surface 50b of 25 the strip-shaped PET film50, the filn
50 is } i Vi i } gwddp' dridyngeans of
gui de ?g%ﬁ%%gs%gﬁérﬂgl ?ﬁg?%goﬁffe%% élt%?ll %%Bg@pgghgg% filmb50 is placed
at i ts 94 Bt e Packaeind B8R0 prbfersts damslpanedtiFoftidrpddkagengdysgl t hr ough
a different rout to formthe single strip-shaped plastic |amnate film -
14 VO 02/ 099)d oPEhé HiRdsite sikRBedpe porrtioprssbifiesl pachaging bagi hase film
52 thus fornmed is subjected to a slitting step to be cut into three cut

stri ps frdvited g the vicdmiywofithei firsthkeatisealdd giortioni Srwith ahrough
strip-shaped plastic lamnate film52 as shown in FIG 7. The slitting step
i s Bar muetacaipostony serdngeisths tear-shasting pertion.st Bhegough $axfaeen t he
rough surface _portion 7 formed on the strip-shaped éa inate film,52 and the
r espectporéiosi deisctpymash in grderdodgeilifate thedtgagmg g tg%éa%l?%r PaRi®Bt e film

T gL e e 4t PR 5.
7o nattBeh; S Aheo RTeR g, PEuth of o roughs Slg B TiBibhroi 1 o
her co iAot PROEEnSbAg b ATk (RGOS hP depf Mol oqdlfal T
: gﬂg: Eti:gﬁl tign g irseﬁltdv? ed 9n ft %Wi&ﬂgp‘?\lgz?gﬁtfﬁ%tt | @218 Porfi8ng it the 15

heat™ seal’ ed portion extends outwardly al ong the

di amet rgncalyth ' SM5ord 0g e ihih RAdFa&O pobiti & hig furt her
heat-sea%i r?éﬂg{ ﬁdga}?e%g%‘??e% outﬁ'?% t(rzltt‘a&%tjubul ar body 60pto formthe

| at er alfoherid saatied oot terinSide Ot rédue heatssdalgd fportivn & 8pphs do
vertically to the tubular body at prescribed 20 intervals in the

| ongi t ubiteald tb thet prescribedepbriidgheof themrabr Haae Zedlkd nowghi snsfage whi ch
are placed in the respective forward positions relative to the rough

sur f acepgudian énpreventst the tearingiongrationc friopn keinghetoppedshy jthesreary e
perBendi cular to_the |ongitudinal heat seal ed rtion 4. Th% I atgral heat
sedPed hrat issaled potian b seterwd » SB¥l dQUER FHHHRACHPO[UOR S13fe bott om

Eﬁta t aieﬁ%ﬁfﬁ@ﬁﬁé&Foegfépgosté%ea&%%ﬁéfﬁﬁgﬁﬁgf e Stk e t%@%a%@e&%['r' e
f :ef i e ot SR HOIRGE P BEhRg A BL TGy Walhifigidndtns 9BSE spalat €

i ) i 4§ i 92: e9
bty apoPREd RoTiand T S & e o e e Lo ety e of
t he packa@ddifities on the plastic laminate film of which the packaging bag 1 is

20 formed. The packaging bag 1 can easily be torn open by tearing (i) the
rough surface portion 7 serving as the tear-starting portion, (i) the
opposing portions of the rear face 2 and the front face 3, (ii}) the rear
heat sealed portion 4 having the rough surface portion 8 and (iv) the
other opposing portions of the rear face 2 and the front face 3 (see FIG. 3)

25 in this order. The packaging bag 1 may be torn open by tearing first the
rough surface portion 8 formed on the rear heat sealed portion 4. In
this case, the rough surface portion 8 serves as the tear-starting portion.

The fine concavities formed on the rough surface portions 7, 8

are illustrated in FIGS. 1 and 2 in an exaggerated state in order to
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bags to be manufactured, respectively. After conpletion of the heat-sealing
step, t JjLar body 60 is cut sequentially in a direc}/l rallel to

t he Iat‘gﬁglwd%%f seal ed portion 6 5 in the respective pfé’;@zﬁggﬁfi\@gn t he
rough surface portion 7 and the |lateral heat seal ed portion 6, which
corresponds to the bottom heat seal ed portion of the packaging bag to be
manuf adacilitate tle simderstanding. 10, faatGsuth reugh anfacqeortivaw 6f 8 he
portion "A" in FIG 10, illustrating the portion as cut. The cutting step

i s car @recsukatangiadlypinyisiblete dhei naked eyesysd asmethto deterieratediet he

| at eral heat _seal ed porti n extrenely smal| distance 8, between the

n.6 by .
| at er ale¥teEhalsRRPERTANG Pbhe 5@&%@8813 Ragh Lur Inddepabprenlescribed; he

cuttin ep. is canried out in a pl.ace coyrespondi to the, |l ateral heat
Col oo buboRimnt Yiie Sorer iade 2 16e. Shle FRES AR bRAst IREAT ne heat
sealed rti i makes it .15 i1npossible to charge the ckagi ng bag
o oh o L Bttt fako BBt iritR hEIEPRLT FhEleC R otF s GIEd he
above- i AN) i SLL] contr. d i ng

i ng P eflots PPtk R, Eel g bhtan C#™ v Bien SR, "% (o
preven i 14, of I%{Etf?ﬂ'd}ﬂjrfﬁ ¢ er 65
used t%l%‘%fﬁgﬁﬁﬁgg a?aggg{; %‘8 %as a |1 near %gffijl?l?itrﬁéﬁggcfgé?o eto such a
cutter @atheywith the 1biweelsifrfddd Bf tREIRheAkiAE QdgdetHdreof tfodumheof the
cut portion without irregularities. Accordingly, each of the first and
second reantheataecatedpoitieme. of the packagi ng bag has the flat edge wi thout
irregularities so as to prevent the 25 ot her packagi ng bag from bei ng
dab@ged t hr ouFhecplastctlanfinabe filac &b ginch hhgspackdgingdag hisrforred he
contrary, it a cutter 66 having the zigzag cutting edge 67 as shown in FIG
12 is d8eebtednedt by hplacimg arplboalitio®df plastid dilas shepaipan fasrotbéron t he

front cut edge 5A and the rear cuyt edge 6A, thus causing possibility of
danmagi Nyhekds Jereiveghitk 4he repckaging ke dois don sxapmie Jhaibheymg £ Thi s

may |legd to formation of a hole in the.pgckagin to.be, opened,

uni nt eﬁ?WoWﬁF‘P?/l.ty ISHG %&g&%ﬂ%qer@a%&@*%wggéﬁﬂ%?%e%a&éﬁhﬁ%. from
being p.e upj ti.onal | p i di e flat,,ed n the
firer BsoEsly Hahte HBbRRRe kot bYb SRR ATE g E gt i ng

st g, i i t ; nd,a ai ngd;s Such
packagitérallgm%g;égﬁgél g??%%sﬁgdww ﬁt;%at?}f]gwg got?gﬁggsgeglognsgg%g&g'r rk]lgt (l:%wp and
then t haevppes fratisable thet PRS bR Badl BAS hgabd fi-bhFier

manuf act Sri ng trﬁg pgckeagi ng bag?ﬁf%‘gﬁ Wi%ﬁh t he cgnt eﬁ??ggnd havi ng on

t hei r girdpeeygandontdisiigephsoflpropergi. sl flee paphapirgnbageinclndessid he
tear-starting portion. \Wen the quer portion of the packaging bag 1 is

t or n opdunwinuimt feil ukwenf asi dgeegbédolatehe it oigyhpeasiblec doponakentte ser vi ng
as the te r-startingﬁrportion, which is provided on_the side edge portion of
the pa Ny RAS rAISRHGRHL $¢ 49 & permpitea) Yigued regegndion 4 thaice 15

reggi ve hepein can be poured. The nethod for manufacturing the packaging
bag ar aﬁﬂeeiﬁ?%gan HYPe utilizing the bag manufacturing apparatus. The

packagi ng bag f rese i o) t i cor dance
M th 3 mathod a uHRESHERDT 3. pRARY 0 & teoR, BRHAER M e AT ey "o e
20 fill vy nt ept t 1 Ll S I n the
above-&gggﬁ%ggdﬁgﬁbgginéﬁt?E?ﬁZﬁglug 9Eﬁ$%£%e %QF?%%% gngg dggglﬁhe

t ear - stRivirpdad Ahel 10k l#yep THEE Pl P RIRIPAte! fiBnSwacBdgSlReediciy and the
rear heat seal ed portion of the packagi ng bag. The rough surface portion
may be theowute eidey oh tHee dpa@leagiﬁge Hegy t 1 onisof cdmbimat kagithga2Pmag, or
only on the rear heat sealed portion thereof. In the enbodi nent descri bed
ab®%e, (pblyeiylenieinfilaydayers 1, i whindd is oplhoedh ohethienimned aydy thaAredfyA

(ethyl ene-vinyl acetate) copolyner filmor an L-LDPE film nay be used. Such
a fil mthagush asikraived 4 n e BEdafibe laven ldnsewing esdhe ewterdeyeniset hod. -
17 WO 02/ 092e9 P%T/JPOZ/CIl 33 Now, description wll be given below of

t he pacﬂzfé’ail‘%‘giz Ry it hah seiags eithhga P\d% dpolysmylistens chio h, which
varies from one of .t pair._of .opposite side.edge portipons.toward.the other
t her eofc.oa%% q%%ersﬁg]éoaﬁng% 5 8?‘3’8%‘%&5%93688%% %b%}\en\ﬁﬁ  the 5 ~
i nner f44 st -NOrid 4. i ef i .
receivﬁ%gﬁg%%%ghﬁbﬁi¥hémggﬁﬁgﬁggkgg§ggn%§%Pi%géPlﬁﬁgﬁge%B%?ggiféﬂgglative
to the longitudinal direction. The packagi ng bag 100 as shown in FIG 13
has the front face 101 and the rear face having the rear heat seal ed
portion 102. The packaging bag 100 is manufactured by bringing the 10 upper
surface of one of the opposite side gdges of the plastic lamnate filminto
contact with the upper surface of the other thereof and heat-sealing them
by a prescribed width to formthe tubul ar body having the rear heat seal ed

o A NN o o 1 -



The | ower heat seal ed portion (i.e., the second heat seal ed portion) 103
for hernetically closing the | ower opened portion has a copnstant wdth. The
upper heéyoé’é/ﬁ?%‘és’ portion (i.e., the first heat seal ed 20 BST&F%‘B"I?OAfor
hernmetically closing the upper opened portion has a wi dth, decreases
gradually and linearly fromone of the opposite side edge portions of the °
bag body stirface witle agpzfihﬁhgm@yaf des bA whish éBhrdcters dnidhpatithes foheheof
(i.e., the right-hand side in FIG 13). As a result, the packagi ng bag 100
i s provi gedkeging t bag r bcappears. spgbae ddinesive tédncemnecting ey i dilm
triangul ar shape, the top edge of which is placed on the right and upper
side in Eagr 13. wilchhenPEpliln lagar Segkistspbetwesn tha prnppgylaysa its

| eft-hand edge with the rough surface portion 105 serving as the
tear-star&l‘imghfpé’ﬂ ﬁbﬁ.la}’ﬁél%ength "B" of the rough surface portion 105 is
slightly I onger tham the maxi wdth "A" of the upper heat .18 WO
02/ 092. 159 PCTI #PoErd Qgegé%ﬂ?ﬂnb&aﬁ’i% ) taicknesn ot 4 M&ﬁd&ﬁ@ tBer eof .

0 LR PackA%D0ehaC 00, ey, DU hest ol MO g9t Bl fer o
e e RSB0 B0 KO VS K gt
var) o0 | DAoBER TG e P SSL S SARaendRy By Pl 6 hipen, e
Upper  edcerThe PRCRAnCIaiP RS dliviy s MRCTING Yy, e et e

sizejhs RIMNEsHed. oBNsbRenpPRsKaaiResRag ib00skd ber thBoadhesivel 14 ffogm t he
portion indicated by the reference nuneral 105c, 105d or 105e, the opening
havi ng a doglraddtited the ager ahddninerdagegrsied. I n addition, the inner edge of
the first heat seal ed portion 104, which defines the receiving space for
the contents, ekndiids #(a)eth¢ PERdiloblayprelly iscprovidedtan thetinger side

| ongi tudi nal direction, the size of the opening can be varied in ac%%r dance

with a useiths theePMI¥Aceoating L Yreat AScwaryy sioposggd layer may
packagi ng hag.110 ave the differe hape as shown jn FIG 14. In such
a packagi Jfﬁqg?%ttﬂ@ qRaMEr H}fé&f%ﬁéﬁ’@@dmtmﬁ Q%’?rhtg tP MTOYifH R lint

W dt but the upper heat sealgd.portion 114 ha Z pe SO
that 15 he GrerlPph baREh PESBERE. SHOrE medePosatergied i1Bvdh 7§ Inabibes

st epw se e i - i bﬂn{hﬁi:lﬁ%- ng.: sl i &2 As
a result ,ée{yﬁ{egl{rlggeqﬂvefj%n%ﬁgg%&gfoft ﬁyegicont ent's aghlzi g‘ggtl:???tcdls 1Z[glpe,ajsvvhi ch
IS narro Gl Shdisie,upwar d. The upper heat seal ed portion 114 of the
packagi ng 25 bag as shown in FIG 14 has the two-stepped shape. The present
invention is noFIG.nM4(ied ienky temlatgdd acroysbeetitiondl. vidve of pthie hphitstyeal ed
portion 114 may have the three or nore-stepped shape. |In the packaging bag
110 as sHewdnate Ffiin Havinige theuglougls f siaefaper tHartionl 57 veerving| [ap eheends
over the left-hand portjon of the upper - 19 WO 02/09249 PCT/JP02/0~133

20 tear-starting portion. The rough surface portion 7 is formed by pressing
the outer surface of the plastic films with a sandpaper #80 to #180 prior
to the lamination process. The fine concavities 17 are formed in the
layers above the PE film layer 15 so as not to reach at least the PE film
layer 15.

25 FIG. 5 illustrates an apparatus 20 for forming the plastic
laminate film of which the packaging bag of the present invention is
formed. The plastic laminate film forming apparatus 20 is composed of
a printing device 21, a rough surface forming device 25 and a lamination

device 29. The printing device 21 is used to apply a printing step to a

- 12 -



heat seal ed portion 114, which has the maximumw dth "C'. Mire

speci fi I the vertical length "D' of the rough surface rii 115 is
sl ightl &%8%&9@?&% han t he above-nenti oned maxi nrumw dth " %Cﬁ.ﬁ’ﬂ&/bﬁ%
packagi ng bag 110 having the heat seal ed portion 114 and 5 the rough
surface portion 115, there are provided three positions to be torn, i.e.,
(i) thespoglet surfadd B0 of rthepsiriprsihaped PET filmt 56t sgrvieg \dsnthadadee
uppernost step, {ii) the position 115b corresponding to the second step
ser vi nglagen helhetroughdissréaca éprming (devige 35 fpowist the rough Isuecfacaed bel ow
t he heat seal ed portion 114. 10 FIG_ 15 shows the ot her_ enbodi nent of the
packagi R9THEE epoths anrositee susfagenvdh tertheTmeiniadkayriagena@al2dhes
provi ded wi,th .a recejvi space for_the gontents, which has a truncated

i soscel 1??2%1155\“09hgge?&m%w%%@bsgﬂﬁp pedoPEd filmn, OO itz

e hat 808 VR FEELRE L SeriiAe s (b JpaBr latr e the ISRt Bnbr cof
the roartpoaribihg BR B OGS salitfod BHibd 185 hhE "t JhatRRy ' "

porti ongidd ofe: &dt S (;?pqﬁn.p tw ; body
to formthe ugpg}hand (?ghw%%@ﬁgatgﬁgggﬁie portlg’gé |.eﬁgvfﬁggfﬁég?%d
second Finhsetins®r! RihgpRidihaDdiretfbn. 123, respectively. The |ower heat
seal ed portion (i.e., the second heat sealed portion) 123 for hernetically

closing the | oThe miatieg sept isofirdtoapplié@ 1ot il sitight Rurfeie BORST taat
seal ed portion has a specific shape so that the receiving space for the

cont@nt stiipsslaped PEIPfitm SOdeviibh Ras theencfedeftons abedefishandagidel iar shape.
As a result, the upper side of the receiving space is gradually narrowed
upwar d. F8GchSamilipiog lthat psiedirngl gorice oAl 124As s presulijedharadthes opposi t e
side edges with the rough surface portions 125 servi ng as the tear-starting

por t i onPatkEnseatR pripredopn oden singlenwirfaog PQaof 4be BBt fibRsSQ25A4S

o B A AR
the routhedT TACH0 BRudS hodechns Tk Tale By ey SimRE o Bt 01 2"
ool 3 QR TcoBfelTOY il 357 andia HInARL qUE 39, St s BRRe Bk IRE 10 "

More sperkfibwet kylleansd AS tBawiagiont ﬁﬁﬁdgsst\t«A:E[n horizontal Iy fromthe
portion indicated by the reference nuneral 125a, ich is relatively in the

vicinity of thEheppeip-etapedf PETefibac80ghaginaghd Zhe ishefamrets nghivdvi ng a
relatively 10 small size 1s provided. Wen the packaging bag 100 is torn
hor i zonthelgrinting) stiepsduas beani applied cis tyntdyedr dfrougice doymeg alevi@sb or
125c, the opening having a relatively large size is provided. As the
port i on 3bthéhe spHEhesuERgs formingidevies 2%héfvl@qb@|herc@g@udﬁdm eS| n

ddi t i he. i d h i h | ed i , ich
S e O, el b SR R e
cxtend oo BLLatet ¥ AR Yook Glond lbaglo fLagciban ke shae of (he

seal ed {.0 J J I bags
100, 1100083 RLE BEAMERINEF 27 VR WRIARDES Bl toWeL 3P M

- differenb kbmésiffo |dotithet Rthnghe heusbhéf 6loBRl ¥6SCophd Yr&ig?inﬁﬁ‘fﬁb@t her
are received in the packagi ng bags 100, 110, 120 having the same shape,

. they cafohain®rollap7 i¢iprovidedpar e PeaiphdrAt BURfhcel with tMieelpikses it abl e
to the viscosity of the liquid. Wien liquid having a relatively |ow

- vi SRosi tsprsipatpeas Zbyhavinge asreetaigiddri shape. padRegi tlordeaie@és t bé
packagi ng bag is torn open fromthe portion, which is placed relatively in
t he vi cisandpagert B8 @wpeplangge inf thheldangjtudinapodirectionl iofuthe owugh n case
where the yiscopsity of the liquidis relatively low, a relatively small

si ze of S eniprRikgsralier Fofs 3f prese@bed dntemald.i quid out snmoothly fromthe

packagi ng. bags 00 110, 420 (0 A, CBR LAYy M0eD 1 9% digh sustace

forming device 25 is wound around the rough surface forming roller 27
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-21 WO 02/ 092: 159 PCT/JP02/0: 1133 having a relatively high viscosity such
as ketchup or mayonnaise is received in the packagi ng bag 11Q, 120, a
rel ati véaYQ 0¥ si ze of opening makes it difficult to poﬁ?ﬁ@ﬁgmﬁﬁguid,out
snoothly therefrom In such a case, the packaging bag are torn in a
position on the rough 5 surface portion, which is placed on the inner side,
thus prevwmi tige dowepeside thavédiosa tliedtattheebppbsitgesariaeet 50pouo the i quid
out snoothly. In addition, in the side edge portion of each of the

packagi pgirtedssiifice 508, cdes ihbe contigtt sutl e peoipharal serfaaegobithe he
tear-starting portion extends over the edge portion of the upper heat 10
seal ed poughcvrfage &rohing tolkem@%i nlimevstdiprshaped PBRIVIIM Sthis guidedi ng
bags 100, 110, 120, can be torn open from any position of ﬁhe ough, surface
por t i onalangiéhe perinheyad susfacece! tharovgh yudRer fornIg reller re’%slin Q‘%e torn

3@33@%&8&%” odlswist ;’ . éﬂvﬁe@m’“k?ﬁiﬂﬁgggiaégﬁzenlﬁ%éﬂhi%ﬁ%ﬁ Sfieroysp s
13 15 i [ [

pﬁrii’ons Ce; {ormtipg, To aﬁ?ﬁ%ﬁ?@ii&@*@%ﬁ?@ﬂﬂf%&é THBbCinEaty (ded on
por 11 onsurie (ST aB0EEi 77 Rt Y0, uRt HlEE HePR, o7 KerydBRpelog SOV ©

surface 0N V] ' : t I - eal ed
port | ongraustedin tAistES £1 rbiln AMEAEpbErBS HiRion, e WfAL-Ggbed e, 1O
sane na t C i tgéée S ! ) aligé;orgﬁ ngnd o thhe

pr esent %e%o?gagédgggﬁng% ir?det aici?@cgﬂ gi:e%z? 2? of portions of the

pl agh i ¢ pepipHuayeof thénrubbeerolleg 26 ab- fivah alle FAIRIDSUTEMtE pdriidnsoopari son
with a case where the three side-sealed bag or the four side-sealed bag is
obt ai nedhwigurfade 508 As bheeqllasthe rbaghnaetiefate | pofimrisngre errmedeonr ea.
VWen the packaging bag is manufactured as a small packaging bas in the form
of sti ckheiguifacepb6di of the stripishaped AEE filveb) irpthe presozbed dateral
PCT/JP02/ O: 1133 the plastic lamnate film In case where apy al um nym f oi-l
| ayer i PostHionpEuasdta bet Blagsda et ipressribes: ateryals %Ihé%ﬁa%ﬁgdgﬂ%%:ig cost

of the packagi ng.bag _can_be reduced. In addition, the packagi ng bag can
pr ovi de Aresinn 8&%‘%#@5‘6@% er property, which is substantially equal to 5

h kagi i i h I i foil | ) ; i1 i h
‘Lhegackasing g Lok s e, VRO LOLE lapdaalhLaon, ol Lhe
one of E{%ﬁgﬁ%ﬁrt&&e QEﬂgli’tx%%ﬁbP% ﬁf&% d}"éaﬁﬁﬁg&%&o%b@ td1¢ 19081 wHiekreof

t hus ma poSSi tear the packagi ag open wth an appropriate

openi ng n§dAeni ANBHHPRAARS Edildpehsad.SCThieky RiaylBet BBe@0AhBHIEr plée Iyt h of
the tear-starting portion is slightly |onger than the maxi rumw dth of the

heat seahedpaqeri aith Absorshiojedtyons hef disagedgnimigrizdnstheht as nsitipen from

any position of the tear-starting portion. Further, the upper and | ower

(i.e., rchebide,sbomod secbidd), keat¢rylpewdeedoposandnothes ttgénf iraeltetge

wi thout irregularities, thusﬁ_pr eventing the other packagi ng bag. from being
e

dark@ed luminghnc ot awemaber Her pipskigien hearrusih t SUEAcR BPREPD I hdQntire
di scl osyr e, of Japanese Patent_ Applicatiqn No. 2002-105714 filed on April 8,
2002 | nOIGHPA PN A0S PRCEdth SRR b DTy, B GEAME lfFar§vre

I ncorporatgd DELEI} BYoieehiShe SShidh 1518 "hd "Sh¥ened%on the peripheral

surface of the rough surface forming roller 27.

After the rough surface portions are formed on the surface 50b of

25 the strip-shaped PET film 50, the film 50 is conveyed to the lamination
device 29, while being guided by means of guide rollers 31, 32. The
thus conveyed strip-shaped PET film 50 is placed at its printed surface

50a on the strip-shaped PE film 51 conveyed through a different rout to

form the single strip-shaped plastic laminate film.
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WO 02/ 092: h9 PCT/JP02/ 04133 Clains 1. A packaging bag conprising: a bag
body made of a plastic lamnate filmhaving a pair of opposite side edges,
sai d badV®BHP26¥ ng formed by bringing said pair 5 of opP63VIPe2/e41dk edges
into contact with each other and heat-sealing themover their entirety to
forma tubul ar shaped body having a rear heat seal ed portion, and

col | apsi ng saithd UBtRIshapRRCIHIAREYE 1AhANaLd | Alihersshapad g&ﬂﬁeaa%ng a

front face, a rear face opposi’nhg said front face, a pair of opposite side

edge postibjesed abneGlitfifgssted fof Betcdtaﬁﬁolﬂu@eob@tabﬁ-i;ts;@@s hagtg eheach
other, a first opened portion and a second opened portion opposing said

first opmmedwpdtl inntheskitdraledirebtieh skahedtpip-shapedgblagtipl lageihate sai d
rear face; a first heat sealed portion being forned by heat-sealing said
first ofitmed2pas tshown s Hl€edbndTheatlittiong stepdstcamidibiony $oraedoby

heat - seal i_n? sai d second opened portion; and a tear-starting portion from
whi éh sEladnfaigua dresesiberdndistages SLt betweenrtheopeugh surface portionr Ti ng
portion_bein vided on at | east one _of said_pair of opposite side edge

porti onf® §§ir & sHipwhapeddanainate ey broand dherespsetive §ide §68Bor ti on
OO et Shng 5 bR IS LSRR MRS A Sofltlin 5 tBEc on 1 <
Cecond RaniBara ok O <55 it e Rl 3 BY BRLmRoRREe S m 1
hoat sl qopErE: sBPesBontl & {Hd Slad pake BERLEH, dntile BARAGAbER 60N ),
VO 1@/ 082 hgmBarhiRRR/ O k@%&peaﬁgit §3° b?ﬁugig?%eggt \llﬁﬂﬁ’léﬁw’ﬁlﬂl w0 her

!
erein: “sal

thereof. 4. The packaging bag as ¢ d ( _ : wi dt h
gr adual tyuded ess ahat r B Siipkrosarficesaf britiof Be Qpiowitee skddl@dgege _
portions toward -said other thereof. - 5 5. The packaging bag as clained in

A ai m 4thereef ebme inkacontearwithathe ngppeersundace »f phevotted idrersef dsone of
said pair of opposite side edge portions so as to extend over an entirety
of sai dshpwnh ihallfy &.naxihmsn \eingect portions are heat-sealed in the
longitudinal direction to form the elongated tubular body 60 having the
15 longitudinal heat sealed portion 4, which extends outwardly along the
diametrical direction of the thus formed tubular body 60.

Then, the further heat-sealing steps are carried out to the
tubular body 60 to form the lateral heat sealed portions 6so that the
pressing force is applied vertically to the tubular body at prescribed

20 intervals in the longitudinal direction thereof. The lateral heat sealed
portions 6, which are placed in the respective forward positions relative
to the rough surface portions 7 in the traveling direction of the cut strip
53, are perpendicular to the longitudinal heat sealed portion 4. -

The lateral heat sealed portions 6 form the second heat sealed

25 portions, i.e., the bottom heat sealed portions of the packaging bags.
The slitting step is carried out as mentioned above, so as to maintain the
prescribed distance "L" between the rough surface portion 7 formed on

the strip-shaped laminate film 52 and the respective side edge 54a of the

cut strips 53 of the plastic laminate film. As a result, the rough surface

- 15 -



6. The packaging bag as clainmed in any one of Clains 1 to 5, 10 wherein:
said plastic lamnate filmconprises an oriented plastic filmlayer serving
as an owe@n2beys™ and a non-oriented plastic resin | ayer BETARMBHIES an .
inner layer; and said tear-starting portion is fornmed on said oriented
plastic film15 layer. 7. The packaging bag as clained in Caim6, wherein:

said orient.ed asti ilmlaver ig ¢c I Y | i 1B

pol yvi n?PF ehe clﬂrgrﬁodi)ef ﬁa}ﬁeﬁagrelr&%%ﬁ%%c%ckégﬁléfgggggﬁ{aégﬁama(%’fgl in
Claim6 | N A8 SR i : tic filmlayer is coated at its

i nner sPS'g@s&[’?%&? vapo?:- Eé;%stl%{é«?ggtr%glteglsl ic |ayer. )SS The packagi ng bag as
claimed in anyaRpe BimGetiofFof the batlsctlthS staplenad Bubakahbedy 60 s fir st

heat seal ed portion and said second heat seal ed 25 portion has a flat edge.

-25  V\G,0289eARRIINGH d RO TS patillelTe thedktghabh hebdeated poitied 6 n C ai m

6, wherein: each of-said first heat- seal ed portion and said second heat
seal®d periHeonespectivd Iplacedoetween 2he rough surface portion 7 and the

. AHR. Al . ANe. A. AsR A, . Ae. As. Al , . A Ae. A{. AR ALH, . A9. AL. A3a, . A. A . A A9¢e. A. AR A
. A R A?tdMetal heatl s@aled Portion 6, which corresponds to the bottom heat

<LaW xr mhc”Y] ca] ca] ca] ca] caU] ca] cal] ca] ca] ca] ca] ca] ca] ca] caj ca],cag‘lc(g] ca] ca]

cal] caUsealeshpertien of the pdakagding hag ke ke a@re?i], as shown'in
P sl s A A g o
L #HT * 0 URA&&&' B ' " | wr mhc Y] ca] ca] ca] ca] gal calca]l cal calc .ca] ca] ca
g s oy i W AR By MO S N
] céég] @ﬂ%ya]f%%‘%“cﬁgﬁfﬁ%ﬁ ceé'}cgac}fé%a}%f@%ﬁ%%?%%ﬁ%%oﬁﬁ%%%@22323
333%4b4444255566660 Z ~
U] oa] caf BCHT oAt SREaEd b BB e L S aabvo
999/ :\: 'the%au/g% ﬁfﬁi??ﬁff%rf?? If the cutting step is carried out in a place

cal ca] ca] ca

- >>R>>?@ wr mhc cal] ca] ca] ca] caJca] ca] calU] ca] ca] ca] ca]ca]ca]ca]c
a] ca] ca]c@ﬂés%idiﬂiiﬁglt@aﬂlfeaiata}ﬂaﬁ@@ﬂ sedled! (BAMBERRBRE GNP a7 BRS |
H(1r1JJ' KsKKKL LLeLL} xsnhb] X] ca] caU] caU] ca] c )
a] ca] calgn]ibi] agima] cide aftmatof ] thal dedatakealech] paitia],c afhighc ahakgs aitca] ca] ¢
a] ca] ca] ca! LLMz NNODGQDQQQ?ZRRSSSOTQTTUU<VWW+W(SXVXYXXX£]\}(W rrhc"Y]bJéca] cal ca]
ca] £3] caingjssébledicchargectic phckhgis bag aditbdfeateatendpe rea reay € &a] ca] ca
]cal ca]calcalca! X-YYYZ[ & A[ [[\\\ 11.:><,|1] ]. R Y - aq(igaAbt bbb}.xsni gEZ] ]]1ca]
ca] ca] c# dafesaiveapraducit c dAncHEYAPE A ARDVECHTHIRFL 4760 Qe 4P BPEH] ca] ca]
. ! deef g¥hhhhh) i ki i j.j,jj ki KkkAl vl gb
o1 cal capt SPIGE EARE ol U3 CepesRanre Atpu SRR ST LERRIAE D07 00
l : ) ~ | gb
W cau) ceed SE I ERHAA MR, gH B BRSO o) e
2 I ~G3 | uNEf X1 mhc”
gﬂgﬂgﬂﬁ%g@%ﬂ%ﬁ%ﬁg} gg] ca] ng/r cg] caj CL}Ncrza] ga]Y]cL]CgL]CgL]CgL]CgL]CgL]CgL]CgL]C
cal 3gCOXs8\ 4z The cutter 65 used to cut the tubular body 60 has a linear
$, J} xrmhc”~Y] ] ca] ca] ca] ca] caU] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca]ca]ca]c
a] ca] calabier) eage.a] Usk ] eudis @l eakisa! 65 dxdvdng the liner cutting edge can
*mKP%| wr mhc”Y] ] ca] ca] ca] ca] ca] ca] ca] ca] ca] cal] ca] ca] ca] ca] ca] ca].ca] ca]ca]c
a] ca] ca]mavidé cahea]ftat] ceflga] od] cilecatuh! Eonion without irregularities.
ek o Tdenoh s it SHiG UG o1

packaging bag has the flat edge without irregularities so as to prevent the

25 other packaging bag from being damaged through contact of the
packaging bags with each other. On the contrary, it a cutter 66 having
the zigzag cutting edge 67 as shown in FIG. 12 is used to cut the tubular
body 60, the zigzag shape is formed on the front cut edge SA and the rear
cut edge 6A, tl:lus causing possibility of damaging the other packaging
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I mhc”? ca] ca] ca] ca] cal] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca]
{c\alm? cgﬁawc&%%%f 21;1? 2!51(L:J]a]ca] ]ca] ca] ca] ca>N *i K) | %4 0%4HH&! ()PC%M /&‘]8?3()-t" 10%
<& ()- 10%& ()-109%& ()-10%& ()-10%& ()-t3 -
yW) I I sGA0%K ()-3!'xCA0%W"& ()-3'A0%W " & () -3! RA0Y00& () -3! RA0WR?& () -3

QA0% (hag3 Bhis may lledd toUlinhdiiofe s8a(hole fh 4B¥% ﬁ&'cléa\%ing b%% to_be
"10% u&' ()-L&10% u& ()- 10rr 10rr 10rr! QQA0%r& ()-3 f 2| aBuV?!LS

2100 U () -Y( 100k 0 ()11 Y{ OVBVING () |+ T 10, & Lo Lo e )5
"10% ug& pag fsrodhaing(piercddot 16ga ugtiftenfiénally by pyoviditig tHOTab&dges <LxY:/
10-uLs! 109F& ()- ° 1109F& ()-3 109%& ()-  "109%& ()- " 10%& ()-  109%& ()-
10- uaWuen thedirst and seen iwaf- sealpdgogtion: , 10998 () - MBLO%& ()-
5 S (O A 0 e ) a8 ()
- S10%& é&_opl‘e%l'\éﬂé)({%%epénd are obtained. Such packaging bags 61 are filled
with liquid such as soy sauce or ketchup and then the upper ends of the
packaging bags 61 are heat-sealed, thus manufacturing the packaging
bags filled with the contents and having on their side edge portions the
10 rough surface portions serving as the tear-starting portion.
When the upper portion of the packaging bag 1 is torn open with
the use of fingers from the rough surface portion 7 serving as the
tear-starting portion, which is provided on the side edge portion of the
packaging bag 1, as shown in FIG. 3, the liquid such as say sauce
15 received therein can be poured.
The method for manufacturing the packaging bags are described
above utilizing the bag manufacturing apparatus. The packaging bags
of the present invention may be manufactured in accordance with a
method in which the packaging bags are manufactured, while they are
20 filled with the contents based on an automatic filling system. In the
above-described embodiment, the rough surface portions serving as the
tear-starting portion are provided on both of the side edge portion and
the rear heat sealed portion of the packaging bag. The rough surface
portion may be provided only on the side edge portion of the packaging
25 bag, or only on the rear heat sealed portion thereof. In the embodiment
described above, the PE film layer is utilized to form the inner layer. An

EVA (ethylene-vinyl acetate) copolymer film or an L-LDPE film may be

used. Such a film may be provided in accordance with an extrusion

lamination method.
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10- u” 3" 1090 QBOIHS9, $10% u&' ()- L4"10% u&' ()- F#) 10% u& () - ! PROHERARRL13B) -
#10% v& ()- 00dEbC 10-u)10% u& ()-s' "10% u& ()- %" 10% u& ()-

$ 10% u& ()- “F'@0%u& ()-f $10% u& ()- WdEbC 10- us4F"10% u& () - -

2)10% U& ()- 3 Q1A% ME L] A% L& " 10% WL OB i&ir{ ) - 8
D Lo e 108 cTnoifesrintion] G v Shelow 1 WHe [lacihght kytin) -6 <
y8s10% u&Hith afelApatuBehl skaled pbriadiiHasl@-width, which varies from one of

"100& ()-! #10%& ()-! 10%&' () - 10%&' ()-! 10%& () - 310%&' () - " ##7$$$SSAENDC
e s P Ak oo ot

FIG. 1_ 3 shows an example of the packaging bag 100 in which the
5 inner edge of the first heat sealed portion 104, which defines the
receiving space for the contents, extends linearly and obliquely relative to
the longitudinal direction. The packaging bag 100 as shown in FIG. 13
has the front face 101 and the rear face having the rear heat sealed
portion 102. The packaging bag 100 is manufactured by bringing the
10 upper surface of one of the opposite side edges of the plastic laminate
film into contact with the upper surface of the other thereof and
heat—sealiﬁg them by a prescribed width to form the tubular body having
the rear heat sealed portion 102, and heat-sealing the upper and lower

portions (i.e., the first and second opened portions) of the tubular body to

[
91

form the upper and lower heat sealed portions (i.e., the first and second
heat sealed portions) 104, 103, respectively.

The lower heat sealed portion (i.e., the second heat sealed
portion) 103 for hermetically closing the lower opened portion has a
constant width. The upper heat sealed portion (i.e., the first heat sealed
20 portion) 104 for hermetically closing the upper opened portion has a

width, decreases gradually and linearly from one of the opposite side
edge portions of the bag body (i.e., the left-hand side in FIG. 13) toward
the other thereof (i.e., the right-hand side in FIG. 13). As a result, the
packaging bag 100 is provided with the receiving space for the contents,
25 having a triangular shape, the top edge of which is placed on the right
and upper side in FIG. 13. Such an upper heat sealed portion 104 is
provided on its left-hand edge with the rough surface portion 105 serving
as the tear-starting portion. The length “B” of the rough surface portion
105 is slightly longer than the maximum width “A” of the upper heat
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1Xs. 9" 109& ()- ,!109%& ()- + "10%& ()- &@$10%& ()- ' &LO%& ()-&& B '''"" dE: /
10 1o>10%& %ﬁgl 109 ()- 8! 10% ()- 96' 10%&' ()- F4 10%& (*)f(T of 25$109&’ () -

@ (&Y #5910° " 10%& () - 3! Y( L0UKKE' ()-L 10%& ()- GRFR/PNI3 |
" 10%& ()- "110%& () - 102)) *L****dE7/ 10" """ 10%& ()-s
10%& ()-4$10%& ()- °~ "10%& () - 10%& ()- " @
10%& ( sedtedpdrtion 10676n the 1efradUide thero# 3" 10%& ()- 3 !1s10%& ()- S
10%& ()-sL "10%& ()- F | MIO%& ()- d,,,8-|---dE7/ 10" "010%& ()-

CFT10%& () - Yin $héYakaeing bHpVD60 (Havify #heheéat Sealed portion 104 for

ss' 3"10%& ()-3-../2/3/4/5/S//bC 10" "1 10% & ()-3!10% & ()- 10b 10b
10b>100/b&r(r91t1ca12y m@mag(thezappep@&r@n and o rabgh curfacapoie s 105,

9! 10% & () - Sy#10% & () - ., Sy#10%@@¥ ()-L10% & ()- Z10% & () -, 12@223Z3dEbC
10" 11 191;@ gppqmgzmm@tlpp irg) anyogubi %z)a.ry position on the rough surface

Fl 1 39fbél/§%& 3210%&( - 73333%b44¢dERC 107" . 1 10% & () -

L, 1 /&&P tion) Hop goyovides prpepgnitg haginghe dssir f@zﬁ,&w ch gembessdenc

Coon S Y et B e A Pl ot AR B o5 101 10
the packaging bag 100 is torn horizontally from the portion indicated by
the reference numeral 105a or 105b, which is relatively in the vicinity of
the upper edge of the packaging bag, the opening having a relatively

10 small size is provided. When the packaging bag 100 is torn horizontally
from the portion indicated by the reference numeral 105c, 105d or 105e,
the opening having a relatively large size is provided. In addition, the
inner edge of the first heat sealed portion 104, which defines the
receiving space for the contents, extends linearly and obliquely relative to

15 the longitudinal direction, the size of the opening can be varied in
accordance with a user’s preference.

The upper heat sealed portion 114 of the packaging bag 110 may
have the different shape as shown in FIG. 14. In such a packaging bag
110, the lower heat sealed portion 113 has the constant width, but the

20 upper heat sealed portion 114 has the zigzag shape so that the vertical
width of the upper heat sealed portion 114 increases stepwise from the
right-hand side toward the left-hand side in FIG. 14. As a result, the
receiving space for the contents has a specific shape, which is narrowed
stepwise upward. The upper heat sealed portion 114 of the packaging

25 ©bag as shown in FIG. 14 has the two-stepped shape. The present
invention is not limited only to such an embodiment. The upper heat
sealed portion 114 may have the three or more-stepped shape.

In the packaging bag 110 as shown in F_IG. 14, the rough surface
portion 115 vertically extends over the left-hand portion of the upper
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below the heat sealed portion 114.
| 10 FIG. 15 shows the other embodiment of the packaging bag 120 of
the present invention. The packaging bag 120 is provided with a
receiving space for the contents, which has a truncated isosceles
triangular shape. The packaging bag 120 is manufactured by bringing
the upper surface of one of the opposite side edges of the plastic laminate
15 film into contact with the upper surface of the other thereof and
heat-sealing them by a prescribed width to form the tubular body having
the rear heat sealed portion 122, and heat-sealing the upper and lower
portions (i.e., the first and second opened portions) of the tubular body to
form the upper and lower heat sealed portions (i.e., the first and second
20 heat sealed portions) 124, 123, respectively.
The lower heat sealed portion (i.e., the second heat sealed
portion) 123 for hermetically closing the lower opened portion has a
constant width. The upper heat sealed portion has a specific shape so
that the receiving space for the contents has on its upper side the
25 truncated isosceles triangular shape. As a result, the upper side of the
receiving space is gradually narrowed upward. Such an upper heat
sealed portion 124 is provided on the opposite side edges with the rough
surface portions 125 serving as the tear-starting portion. The length “F”

of each of the rough surface portions 125 is slightly longer than the
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S5 portion 125 _provides an openiné having the desired size, which can be
varied in accordance with a user’s preference. More specifically, when
the packaging bag 120 is torn horizontally from the portion indicated by
the reference numeral 125a, which is relatively in the vicinity ?f the
upper edge of the packaging bag 120, the opening having a relatively
10  small size is provided. When the packaging bag 100 is torn horizontally
from the portion indicated by the reference numeral 125b or 125¢, the
opening having a relatively large size is provided. As the portion to be
torn descends, the size of the opening becomes larger. In addition, the
inner edge of the first heat sealed portion 124, which defines the
15 receiving space for the contents, has two straight lines extending
obliquely relative to the longitudinal direction, the size of the opening can

be varied in accordance with a user’s preference.
The heat sealed portions are provided as in the same manner as
the packaging bags 100, 110, 120 as shown in FIGS. 13 to 15. As a
20 result, even when different kinds of liquid having the different viscosity
from each other are received in the packaging bags 100, 110, 120 having
the same shape, they can be torn open with an appropriate opening size,
which is suitable to the viscosity of the liquid. When liquid having a
relatively low viscosity such as soy sauce is received in' the packaging bag,
25 the packaging bag is torn open from the portion, which is placed
relatively in the vicinity of the upper edge of the bag, to poﬁr the liquid
out. In case where the viscosity of the liquid is relatively low, a relatively
sﬁﬂl size of opening makes it possible to pour the liquid out smoothly

from the packaging bags 100, 110, 120. On the contrary, when liquid
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5 surface portion, which is placeci on the inner side, thus providing an
opening having a relatively large size to pour the liquid out smoothly.

In addition, in the side edge portion of each of the packaging
bags 100, 110, 120, the rough surface portion serving as the
tear-starting portion extends over the edge portion of the upper heat

10 sealed portion, .Which has the maximum width. As a result, the
packaging bags 100, 110, 120 can be torn open from any position of the
rough surface portion, thus ensuring an effect that the packaging bag
can easily be torn open with fingers.

~ In the packaging bags 100, 110, 120 of the above-described

15 embodiments of the present invention as shown in FIGS. 13 to 15, the
rough surface portion is provided on the upper heat sealed portion 104,
114, 124. The rough surface portion may however be provided on the
lower heat sealed portion or on both of the upper and lower heat sealed
portions.

20 In the packaging bas as shown in FIGS. 13 to 15, the rough
surface portions provided on the opposite surface of the rear heat sealed
portions 102, 112, 122 to the tear-starting portions 105, 115, 125 in the
same manner as the packaging bas as shown in FIG. 2.

According to the present invention as described in detail, an area

25 of portions of the plastic laminate film, which are heat-sealed, can be
reduced in comparison with a case where the three side-sealed bag or the
four side-sealed bag is obtained with the use of the plastic laminate film
having the same area. When the packaging bag is manufactured as a

small packaging bas in the form of stick, it is possible to utilize effectively
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In addition, in the present invention, the heat sealed portion has
a width, which varies from one of the pair of opposite side edge portions
toward the other thereof, thus making it possible to tear the packaging
bag open with an appropriate opening size in accordance with viscosity of
10 the contents. The length of the tear-starting portion is slightly longer
than the maximum width of the heat sealed portion. Accordingly, the
packaging bag can be torn open from any position of the tear-starting
portion.
Further, the upper and lower (i.e., the first and second) heat.
15 sealed portions has the flat edge without irregularities, thus preventing
the other packaging bag from being damaged through contact of the
packaging bags with each other.

The entire disclosure of Japanese Patent Application No.
2002-105714 filed on April 8, 2002 including the specification, claims,
20 drawings and summary is incorporated herein by reference in its

entirety.
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them over their entirety to form a tubular shaped body having a rear
heat sealed portion, and collapsing said tubular shaped body into a
flatten shaped body having a front face, a rear face opposing said front
face, a pair of opposite side edge portions connecting said front face
10 and said rear face to each other, a first opened portion and a second
opened portion opposing said first opened portion, said rear heat
sealed portion being placed on said rear face;
a first heat sealed portion being formed by heat-sealing said first
opened portion; _
15 a second heat sealed portion being formed by heat-sealing said
second opened portion; and
a tear-starting portion from which said liquid receiving bag is to
be torn open, said tear-starting portion being provided on at least one
of said pair of opposite side edge portions and said rear heat sealed
20 portion, said tear-starting portion comprising a plurality of fine

concavities opening outwardly.

2. The packaging bag as claimed in Claim 1, wherein:
said tear-starting portion is placed in a middle side between said

first heat sealed portion and said second heat sealed portion.

25 3. The packaging bag as claimed in Claim 1, wherein:
at least one of said first heat sealed portion and said second heat

sealed portion has a width, which varies from one of said pair of
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5 5. The packaging bag as claimed in Claim 4, wherein:
said tear-starting portion is provided on said one of said pair of

opposite side edge portions so as to extend over an entirety of said

width having a maximum value.

6. The packaging bag as claimed in any one of Claims 1 to 5,

10 wherein:
said plastic laminate film comprises an oriented plastic film layer
serving as an outer layer and a non-oriented plastic resin layer serving

as an inner layer; and

said tear-starting portion is formed on said oriented plastic film -

15 layer.

7. The packaging bag as claimed in Claim 6, wherein:
said oriented plastic film layer is coated at its inner side with a

polyvinylidene chloride ﬁlm layer.

8. The packaging bag as claimed in Claim 6, wherein:
20 said oriented plastic film layer is coated at its inner side with a

vapor-deposited metallic layer.

9. The packaging bag as claimed in any one of Claims 1 to 5, 7 and

8, wherein:

each of said first heat sealed portion and said second heat sealed

25 portion has a flat edge.
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