- packagi ng bag that can be reopened and reclosed, and a nethod for

manuf acturi ng such a reclosabl e
Art A recl osabl e packagi ng bag 1, which has conventionally been used,

The main bag body 7 ISRE

ABBY PAGHEMAGINGoBAReAMND of plastic film

invention relates to a

10
conprises a main bag bod and a |linear fastener 9 as shown in FIG 25.

material 2, 3 one up e t he posite side edges
and the Iomer edge oﬁﬂﬁﬁgﬁ$£’ﬁFﬁ%gi@ﬁghﬁﬂfﬁU' 8C%§69287 has an upper
openi ng portion 8 and heat-seal ed portions 4, 5, 6. The |inear fastener
15is p f the opening portion 8 of the main
bag bogﬂxgﬁeﬁ%e o%gﬁﬁﬁgﬂg%égﬂgﬁefﬁ%ﬁreclosable packaging bag 1 is closed -
by subjectlng the opening edge to a heat sealing process after filling the

bag 1 widif dM@caPRERRbS. The |inear fastener 9 is conposed of a fastening

nenber
havi ng

of. thhe .

is cut

10

15

having a nal e=engagi ng portion and the other fastening nmenber

20

9

RECLOSABLE PACKAG NG BAG AND METHCD FOR MANUFACTURI NG SAME BACKGRClJND OF
THE I NVENTION Field of the Invention 5 The present

‘packagi ng bag. Description of the Rel ated

a fenal e-engagi ng portion. Wth respect to the manufacturing nethod

-abovefhergnesonednventiosaleatpacioaal pgckaging hmgd ithaarcdragieener 9

off to a length, which is identical to the wdth of the sheets of
- pl asti creananashaediratlosed, and a metdwd foy paovifaleturiieg stich dHagclosdiple’ with
the linear fastener 9. 25 The one fastening nmenber of the linear fastener 9
thus cuP2f%ag rily 1_ bonded on the inner surface of the one edge of
the sheet 2. The other fastening nenber of the |inear fastener 9 thus cut

i's tenpgg §Ef1b¥1o?1°5¥dt?n% Related Art

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

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 lower 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

is provided on the inner surféce of the opening portion 8 of the main bég
body 7. The opening edge of the reclosable packaging bag 1 is closed by
subjecting the opening eédge 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}éngaging portion and the other fastening mermber

20

25

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.

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




on the inner surface of the one edge of the sheet 3. The heat-sealing
process, which is applied to the sheets 2, 3 to formthe main bag body 7, 5
causes the fastening menbers of the linear fastener 9 to be secured firmy
on the inner surface of the main bag.body 7. In the above-nentioned
conventional reclosable packaging bag, the linear fastener 9 extends

cont i nbmrsled brnothe lirnentsrrfadgef dhet bre diket of et eshapor?.i ohhé astakibng on -
the one side of the main bag body to the 10 outer edge of the heat-seal ed
por t i odastesdngngentbarhel tihéinesir destegnertf thuisrcu thisgtepopyrardynbegdedt | v,
each of both side portions of the main ba%hbody has a thickness, which is

i dent i @& the IPRETt DRBRCET OF Fae 1o eAEssolofhe mlackod. shbet Bealhgealkieg

;B;ﬁtkP%?%s%’éeé‘%ﬁichf)‘?%%%b@%h”@”ﬁié%@a%ﬂ%ﬁﬁéh%e&%‘k %ﬁ%%@%% dnd - ;’
def [ - t- i, 3 t it i .
e 154 Boay kPR eI B L%P FEERr bl OF ssPUBBERFRY br ocess

s thero‘?lf%@iﬁeﬁgﬂﬁﬁcem%ﬁﬁiﬁ?ﬁg%ﬁy% off the linear fastener to the

l ength, which is identical to t of the sheets of plastic film :
material, and the step for 20 bonding the fastening nenbers for the linear -

fastener on the thenabosenrhenesenetl thevealteshsl eécipbable patikhgin@mirg al are
essential to the method for manufacturing the above-nentione recl osabl e
packagithg aegr fasienereteexteamdspcontissingpleffrom éheyoutsr bdge esft theted. I n-
general, the recl osabl e packagi ng_bag has so small rigidity that 25 the

r ecl os&5PES5RKA FOREOBalgsatise Py s PRE sidatadihe swindagdodynidvthed as.

e el BB A LA e AR, S T ED G2 o cpfect o
Probl efBg day.0 EbAKYEeANFCELLRMDRAEBPMRRIDAN Bain bag body
"~ hasa thickness; 'which is identical to the total of the thickness of the two
sheets and the thickness ‘of th_e faStening members. There is requi_red
enough pressure and quantify of heat by which the fastening merhbers can
15 be melted and deformed, when applying the heat-sealing process to the
- opposite sides of the main bsg‘body. A required peridd of time for the |

heat-sealing process is therefore extended.

The step for cﬁtting 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 bondiﬁg the fastening ‘membe-rs for the linear fastener on the inher
surfaces of the sheets of plastic film material are essential to the method -

for manufacturing the above-mentioned .' reclosable . f)ackaging 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




met hod for manufacturing such a bag, which permit to reduce the period of
time for process and i nprove the processing efficiency. 5 Another object of
the present invention is to provide a reclosable packaging bag, which is
stackable. In order to solve the object concerning the period of tine for
process and the processing efficiency, a reclosable packagi ng bag of the

present i nventAnmbjenmsf Sesprdsere hiehtioag Wwieky: wayimadedn @RGNGNGeLOr ti on
and at | east one heat-sealed portion; and a |inear fastener provided on

sai d opehdverdssetibed mfoldeins, iaito pm@d&)admlwdaéﬂelpmckagmgwa@ dhdear
fastener is provided along said opening portion of said main bag body by
an i nsemethagdder mpanpaciuging sush adag ovhicheparmit wareludethe peaiodd
portion The_heat seal ed Portl on may be provided on each of opposite sides
of sai dOfrﬁ%P}? d’%&?s qﬂlﬁ’é"oﬁ%éhesﬁ'é’lcéﬁmﬁﬁr@ fisienedy be provi ded on one

of a pair of opposing faces of said nmain bag body The heat-seal ed portion

b d t ;
facds. The redthsf etk BoRRE haGeRl miBhBoRas @ ofdide " riBhabE" 35
pl aced pacisdd ]grtl?%gga}l@@g;}p ¥ed G digep a prescri bed shape thereof. -3_ The

sl eeve may be e sleeve may have a pair of projections each
having a triangular shape, said pair of projections being capable of

com ng i'nto cadnt acdemitd hs@lve betid @Bj@ét wanderBing bRE pedydant thekntr
ol dabl]:)erocess and the processmg efficiency, a reclosable packaging bag of the
present invention comprises: '
10 a main bag body having an opemng portmn and at least one
heat sealed portmn, and -
a linear fastener provided on said opening portion of said main
“bag body, |
Wherein:_
15 said linear fastener is provided along said opéning 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 prbvided on one of a pair of

oppOSing faces of said main bég body.

The heat-sealed portion may be- prov1ded on a middle portzon of

said one of sald 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.
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5 The sl eeve may have at |east one bendabl e reinforcenment flap, which

| ocates in a vicinity of said opening portion of said nain bag body. - The
- sl eeve may have a detachabl e sl eeve portion that is accessibl e when the
recl osabl e packagi ng bag i s opened and whi ch when detached enables the,
sleeve to relax fromsaid prescribed three-dinensional shape. 10 :
Fi nger - hol es ¢ $8cYdiRay henfaddabledet achabl e sl.eeve portion to facilitate
its renoval. The main bag body nay be folded into a prescri bed shape; and

the |I|inear fastener may have easi) endabl.e portjans,, which facjlitates
‘the folding ??“CSSQFEV ¥ Ct?oH?%’y‘li&fPﬂn“éCﬁl?lﬁg&ﬁcb(;‘%%‘éﬁgra HasnEalE a
femal e- eni.k e-fas i nenber . engageabl e .f.herewi th,
and sai% ge%i%h[/@ggﬁﬂgﬁbgsﬁggﬁqsorﬁéﬁﬁa%ﬁc%ﬂﬁﬁscg g 11})8??‘%%%,{%% are
.forned § ty i - ni ng menber and said

mal e-f@gi@@%%b%%?ﬁ%% Fl}sg?% E)i%c;m;éfbr%g%%%%ve auxiliary sealing neans,
said auxiliary 20 sealing neans being capabl e, of comng into contact with
each ot her toTheaklectesprge eeveelesdi ontl Bén@abld eBmiofdiensAtL Mihag body

may have at |east one stopper portion for ‘positioning said sleeve. In
~ order twhishl leeatdreinb; wcinity nd said ogehireg poatbabbspdomerih hagabody. - - -

--------- - recl osabl e packagi ng bag of the present invention conprises: a

- mai n bag body ﬂaVi ng an. openi ng portion and at | east one  heat-sealed .
portion; and &NFiSleate mat BAde anleiachedlonlapsedapian Hapisracasssiile sai d

- man %vl?@rg tﬁgdl%blc\)’\g]a%lglﬂéckaging bag is opened and which when detached

enables the sleeve to relax from said prescribed three-dimensional shépe. |

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

7 facilitate its removal.

The rriain\ bag body may be folded into a_prescribéd 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
_maleffastening member engageable therewith, and said'easﬂy bendable
portions may compri_se flat portioné, which are formed by rémovi_ng "

partially said feméle—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




sai d recl osabl e packagi ng bag further conprises a sleeve, which is placed
in said main bag body, said main bag body being folded into a prescribed

t hr ee- di nensi onal shape defined by said sleeve so as to keep 10 said
prescri bed three-di mensi onal shape. In order to solve the object concerning
the period of time for process and the processing efficiency, a nethod of
t he preseltsdbie gadlaging dagnehtliapresdntginvee tivectosprisegpackagi ng bag -
conprises the steps of: formng first and second |inear fastening nmenbers
on a prescribedmai pag body bRvingrasetonsning| ponsorrand &y lemst asert

i njection nolding so ,as to, be spaced fromeach other, said first and
second N6HeBraled @RIy #Gbers  bei ng engageabl e with each other to forma
| i near f astener;. folﬂjn sai d shae%,of fil,m mat.eri al haviqg-s id first and
second |inearl® HESEE ?H%WHBEQ‘@ Fr o PRI QRGHDEPPPTS PLe SR TR £ r st
andg quﬁfgga | i near fastening nmenbers can engage with each other; and
heat - seal® ng each of opposite portions of said sheet of film material thus
fol ded to formgide,heat-seal ed portions. In order to solve the object
concerning the period of tinme for process and the processing efficiency,
anot her net hodagd rédlesabRspatkading bag M rRricdimprBes adlbevd)avhitd is -

recl osabl e packagi.ng bag conprises the steps of. continuously form ng-
first grdcedciondaid meain foagt boidpg smdhenin g dauhyebeingddidrakittoon of a
rol'led strip of filmnpaterial by an-insert -5 injection nolding so as to
be spad¥§sciibedetticcodiaensionad shapn dafinedelnaid |Slepvsr s 451 tniktgprenber s
bei.ng en eable wi,th each other t orma linear fastener; cutting said
~roﬁpedEgﬁaﬂﬁeéFnPFpﬂﬁﬁﬁF' TFISIREE L§é’5arate|y 5 i ndependent sheet of

filmmterial; o
- In order to solve the object concerning the period of time for

process and the processing efficiency, a method of the present ihvention -
for manufacturing the reclosable packaging bag comprises_the steps of:
forming first and second 1iﬁea_r faStening members ont a prescrib_ed
| 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
1inéar fastening members formed thereon in two sd _that'said first and
: _20 second linear fastening mémbefs can engage with each other; and
heat-sealing each of opposite poi*tions of said sheet of film

material thus folded to form side heat-sealed portions.

In order to solve the object éoncernin_g the. peridd 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




folding said sheet of filmmaterial having said first and second |inear
fastening nenbers fornmed thereon in two so that said first and second

| i near fastening nmenbers can engage with each other; and heat-sealing each
of opposite portions of said sheet of film 10 material thus folded to form
si de heat-seal ed portions. The linear fastener may continuously be forned
on. sai dnpivéistn ofolding so et er balspaocedsramteaoh ethteendaidfisst ahdeateséal ed
portions. In order to solve the object concerning the period of time for
procesdinged fardcpieg dBSIRETS et eigagaably thith eardt dherelohbrmfat he 15
present. invention for manufacturing the recl osabl e packagi ng bag conprises

t he st %flastieing a single sheet of filmmaterial in two to prepare a

- joined in.b b d it id d f__whi h t
ae yer been THIHBR RS bollBECEHEP: oSORRY dPRaBpar port ISRES B Ea d non
j oi ged iHHE?eH&QnPQﬂXe?Bfﬁ?mtfh tbgpeparate fromeach other to forma pair.
of bent portions; placing Sai éi pai'r’ of bent portions in a linear-fastener

mol di ng nachfdlain$syéﬁa natos! ¥f FOT ket iad thANA eSS4 Arst BRI sEéshgni ng
menbers for 25 a Tinear fastener on inner surfaces of said pair of bent
por ti odinealr Batehinmminnelntdysbivraed naerdord nhetio v Mhhtisagd firegspaed i vel y,
excl udi ng opposite side edges thereof; and heat-sealing said opposite side
edges ofcenddimenr fasiterringmiambars cas dnghgeowdh ¢ othentdndty. | n order
to solve the object concerning the period of tine for. process and the
processi ng ef Praf-egalinga eachy off gppRsitc aperHens nef heridofshest obridaent

T YEN Rl R AGEE 0 i Side e SR AR PSR NY DA

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 périod‘ of time for |
process and the processing efﬁcienc:};, a further another method of the
15 present invention for manufacturing the reclosable péckaging bag
comprises the steps of; |
folding a single sheet of film mraterial in twd 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 mbldi‘ng‘
‘machine; | “
- continuously forming fist and second linear fastening members for
25 a linear fastener on inner surfacesv of said’ pair of bent portions of said
main body by an insert injection molding, respectively, excluding opposité
side edges théreof; and

heat-sealing said opposite side edges of said non-joined main bag
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5 conprises the steps of. folding a single sheet of filmmaterial in two to
prepare a non- joined nmain 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 side
edges of said non joined main bag body; folding upper portions of said non
j oi ned hmaiynobagtthedynsivegss to be separate fromeach other to forma pair
of bent portions, said upper portions having a length corresponding to a
| ength of said cut-out; placing said pair of bent portions in a

| i near - f ast ené o#sledi ke solwe ichphéscic eancetngl the @aniod ¢f simanfgrsecond
I'i near fastenin nbers for %_Linearrfastener on inner surfaces of said
pai r- ofPTBERTS ag%t’qr%@rqﬁe%g}%e HAAT1i %é&llr%‘irﬂjﬁa%n%m thaﬂdiQféh?‘:t

i njection no|ding, .respectiyvel excl udi 0 Si si de, edges thereof;
and 20 PRESY s e I Y4 gorl M&ﬁ&ﬁﬁ& stg‘i%d ’gﬁg’sﬁk’?‘%pﬁ’&g#@gﬁ%d 38dges of
saigl n Well i .body over their entirety and heat-sealing only

sai d u%ggj}&el%ggé ssg?ﬁég ‘her- of said opposite side edges of said non joined

mai n bag bodyfolHin@08ingle stedeteot @i@nﬂ?ﬁl&féﬁeﬂqw%ﬂitﬁ)?pi‘@ﬁaﬁ@ adnof time

for. 25 process and the processing efficiency, a sti further anot her

net hodjaihcdhenaipr Bagribodyyvappieeraddriomerédedsuahagohd e ephosiabl gdeackagi ng
bag conprises the steps of: placing opposite edges of a single sheet of
fi1m madges alf whichubave not aspttheeemjoinedawitdeeddmgtherr | appi ng portions of
said single sheet of film material over their entirety - in a |ongitudinal
~direction to fPRNE Actt-aBhI08y anpyppesEnd of 45ethsr «fapaidaonpasitei ned

. mjQ b%ﬂiebggéies %?%gurd %%91—110?1\/\1@{1 ‘main bag body: 7
| folding upper portibns of said non-joined main bag body so as to
be separate from éach other to form a pair of bent portions, said upper
bdftions having a 1ength corresponding to a length of said cut-out; | |
placing said pair of bent portions in a linear-fastener moldiﬁg
15 'machinc; | | |
coh_tinuously forming fist and second linear fastening members for
a linear fastenef on inner surfaces of séu:_d pair of bent portions of said
non-joined main bag' body by an insert injection molding, respectively,
excluding opposite side edges thei'eof; and | :
2'(_) ‘ - heat-sealing said lower edge and said one of opposite side edges of i
said non-joined main 5aé body over their entirety and heat-éealing only
said upper end of said other of said opposite side edges of said non-joined

main bag body.

In Qrder to solve the object concérning 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 -
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ends are opened; 5 folding said non joined main bag body in a flat state so
that said heat sealed portion |ocates apart fromone of opposite side
edges of said non joined main bag body by a prescribed di stance; form ng
cut-outs on upper ends of said opposite side edges of said non joined nain
bag body; 10 fol ding upper portions of said non joined main bag body so as
to be @mapheatand heat-eeahingt beerlappimgy postipas of safid Englepshedtookfilsai d
upper portions having a length corresponding to a |ength of said cut-out;
pl aci ngnetirgalyaier theihemtirgiorin @ nginudinal géegctian tefm rdieitngealadchi ne;
15 continuously formng fist and second |inear fastening nenbers for a
| i near B4§0ENTO 85 ﬁonﬁg‘?li’%{?r faBes-jeinedrpaghibrgoPogEn M HRSTt 23A slo¥Er s ai d
non-j oi ned nain bag body by an insert injection-nolding, respectively, -
excl udih o FolPYRCdi de” edges thereof: and heat-sealing a | ower edge of
saigd non join | ody:_awer. .. | t.pr t g only

g gﬂdg@é @aﬂf‘glol}l gtyllnt%}e.ll %%é%dgjgoS? 1*1 5; ?ﬁé%ﬁt@%ﬁth% aéalcﬁ'

sai d upper ends sal d oppos €s’ o non- j oi hed mai n bag

body._echsiled QorByeIddiReON 6k FOACBHRIIN ISP el ek |

process and the processing efficiency, a st er another met _ o
the pregeiinedvenin Ghd bodyanuhaniederibedidistdmed;osabl e packagi ng bag 25

conprises the steps of: placing at |east two sheets of filmmaterial one
upon anot her formimgpatr-eudsonuppeneddsaifrsaid@ppadite sideerdgrsdil sadkr _
opposite edges and_ | eft-hand and right-hand side edges of which have not
as yet Eeipingdiaain beg\pe@Ayeach, other; fol ding upper portions of said at
| 15 t two Sh‘?%lair?gf ufpiplerfJ goazzt?orﬁéi lof said non-joined main bag body S as to -
be separate from each bther to forﬁ a pair of bent portions, said uppef_
portions having a length corresponding to a length of said cut-out; |
placing said pair of bent portions in a rli'near—.fastener molding
machine; | |
15 : continuousiy forming fist and second linear fastening membérs for
a linear fastener on inner suffaces of said pair of bent portions of said
non—joihed main bag body by an insert injection molding, respectively,
excluding opposite side edges thereof; and
heat-s_ealing a lower edge of said non-joined main bag body over
20 its entﬂirety-and heat-sealing only said upper ends of said opposite side' .

edges of said non-joined main bag body.

11_1- order to solve the objéct concerning the périod of time for
'proc‘:ess and the processing efficiency, a still further another method of tﬁe -
present invention for manufacturing the reclosable packaging bag
25 Compriseé 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




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

pl aci ng said pair of bent portions in a |linear-fastener nolding 5 nachine;
continuously formng fist and second linear fastening nenbers for a |inear
fastener on inner surfaces of said pair of bent portions of said non

j oi ned mai n bag body by an insert injection nolding, respectively,

excl udiwighoprtsotleersi de edges thereof; and 10 heat-sealing said | ower edge
and said |l eft-hand and right-hand side edges of said non joined main bag
body over t heifoldéngiupeer. patiéoneolicahidet ikast heo stgsicddilnhenataniof
inserting a sleeve for keep |n%1a prescri bed shape of said main bag body

t her ei rft9oas 4@ tt@rselb’:@‘ﬁq@qi remreasth phleer tErmeteepairief ieret pertiodsnay furt her

conprise the s C|n | eeve for Kkeeping a prescribed_shape of
sai d main bagpﬁn%‘gﬁ?gl ﬁdﬁ ?’F%F r%trtm%mgaat}lrkﬁ%yp ABANET PPEEREPTI ON OF
THE FIG lis a pl an vi ew of an enbodi nent of the reclosable .
pacl%agl ng 7, bag of the present invention; FIG 2 is a viewillustrating

the | f FILG 1;
G e o oERAR e Bomblie A3E0NA RRHPIL00 BAGB SHAULLA LG 1
l'i near 4 ﬁhb%%s%@@%ﬂﬂbfé@rfa%eszgf Eéuﬁ éuﬂ 8¢ %eﬂtﬁ%\bfﬁéﬁb’?fdfaémg

anot her exanple of the nmethod for . -9 f ng t he ear fastener as

shown imorj@ne?; niG bagi Body Vibewsi lihsettr ﬁijbﬁgoﬁhmdlﬂﬁ%@rrés@&t@ﬁ@m which
is formed in accordance with the linear fastener form ng nethod as .
i11ust excbyding @piopsite side edges thereof; and

10 heat—sea_lmg 'sa1d lowcr:edge and said left-hand and right-hand

side edges of said non-joined main bag body over their entirety.

The method may further comprise the step of inserting a slf_:éve for
keeping a prescribed shape of said main bag body thereinto, after

completion of the final step.

15 The method may further comprise the step of placing a sleeve for
keeping a prescribed shape of said main bag body in said non-joined main

gab -body.
BRIEF DESCRIPTION OF THE DRAWINGS.

FIG. lis a plan view of an embodiment of the reclosable packaging _

- 20 | bag of the present invention;

FIG. 2 is a view illustrating the linear fastener of ‘the reclosable

packaging bag as shown in FIG_. I;

FIG. 3 is a view illustrating an example of the method for forming

the linear fastener as shown in FIG. 2;

25 ~ FIG. 4 is a view illustrating another example of the method for




5 FIG 6 is a plan view of another enbodi nent of the- reclosable packaging
bag of the present invention; FIG 7 is aviewillustrating the first stage
of the packagi ng process of the reclosabl e packagi ng bag of the present
invention, i-n which the contents having a rectangul ar pl ate-shape are
received; 10 FIG 8 is a viewillustrating the second stage of the
packaglfaamﬁg%eqﬁlair fald®eh €€ heMIven PAGHEYING bag of the present
invention, in which the contents having a réctangul ar pl ate-shape are
~received; FIG 9 is aviewillustrating the third stage of the packagi ng
process of th&lGed issabieav pHokbgiting taglintat festpnesenhichiefivimed ihn whi ch
15 the contents having a rectangul ar pl ate-shape are received; FIG 10 is a
vi ew i 130gordance gvith rtgekla@@@r fasteore fomhinghmeghoidt as iddstriayed iih|FlRg t he
recl osapl e packaging bag with the contents having the rectangul ar

pl at e- s4h'ape; FIG 11 is a plan view of another enbodi nent of the reclosable

20 packagi ng bag of the present invention; . FIG 12 is a schematic view of
a skeeve used t abl e packaging b S shown.in FI . FIG 13
i's a parti al Bzésﬁé;?? ?1 ew ! | s@‘g‘%eﬁgegﬁ%ﬁ : m@ﬁh&b’f% 0?5%‘73% on of
the |i r packag| ng bag as shown in -10 FIG
11; FlI fg?lzég)% r%ﬂh%gg?%%&l Pgi\% ’llustrating an auxiliary sealing

nmeans provided on the easily bendable portion as shown in FIG 13; FIG 15

i's a cross-seflGonds awiew illdstshtiakithe frstetidd 6PthdPadkagitg pfocauxi | iary
sealing means as shown in FIG 14; FIG 16 is a schematic view illustrating

st eps foirthmnertlasahla pgckaging d:aagmﬁtthe peedeadi iy dvetiprof it heh jote sleat

=i nvention;
' _ eontents having a rectangular plate shape are rece1ved

10 - 'FIG. 8 is a view illustrating the second stage of the packaging
process of the reclosable packaging bag of the present invention, in which

the contents having a rectangular plate-shape are received;

FIG. 9 is a view illustrating the third stage of the packaging -
process of the reclosable packaging bag of the present invention, in which

15 the contents having a rectangular plate-shape are received;

~ FIG. 10 is a view illustrating a packaged article, which is obtained
'by filling the reclosable packaging bag w1th the contents having the -

: rectangular plate-shape;

FIG. 11 is a plan view of another embodiment of the reclosable

20  packaging 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. 13is a partial perspective view illustrating an easily bendable

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




FIG 17 is a schematic view illustrating the other steps for manufacturing
the recl osabl e packagi ng bag of the present invention; 10 FIG 18 is a plan
vi ew of further another enbodi ment of the reclosable packagi ng bag of. the
present invention; FIG 19 is a partial enlarged view illustrating the
stopper portion of the reclosable packaging bag as shown in FIG 18, FIG
20 is aNieWjllustrating a nodification of the sleeve as shomm 15 in FIG
18; FIG 21 is a viewillustrating a nodification of the sleeve as shown
in FIG 20; FIG 22 is a perspective view illustrating an exanple of a
bottom for matilen Heih@dcipasdseetionel viest ddablretipgeiagiunglibay sehlinke
present 20 invention, FIG 23 is a perspective view i]llustrating another
exanpl 7613 prﬁ’é’l“i‘?ﬁﬁppoﬁ'%??%&y P@PH@E’I‘EMUPH hehpwe ssHHFe 18; packagi ng .
bag of the present invention; -11 FIG 24 is a viewillustrating the ‘
bott om of the recl e ckagi ng.bag, which is obtai.ned by the exanple
of the bottomﬁ%ﬁnﬁ?sg% Crﬁgsﬁc?&%gé’l%é%%ﬁ msliqaém&@mgﬂﬁﬁt@nigtpg a pl an
vi ey of c [ e: agisng 5 bag. DETAI LED DESCRI PTI ON
OF ?lHE a&ﬁh—g EEEE}I\I/E%‘%I%%/DE% 9E%’(H)"dllﬂr)ren 'sggf the present invention will. be
described below wth reference to the drawings. FIG 1 illustrates an
exanpl e in whirt@. A6 &€ laoseidapRc¥iRe figu HaatinkOs@ipst e ﬁ%@ﬁgﬁb’c&ﬂﬁgn“ on is
e

~applied to a self-standing type reclosable packaging bag.
sel f - stthndiestpsalpe paekiaging bagpeiciteypnesdieginveftion;
FIG. 17 is a schematic view illustrating the other steps for -

manl_,tfacturing the reclosable packaging bag of the present inven"'ci'oh ,

_10 ' FIG. 18 is a plan view of further another embodiment of the

reclosable "packaging bag of the present invention;

FIG. 19 is a partial enlarged view illustrating the stopper porti‘on of

the reclosable packaging bag as shown in FIG. 18;

FIG. 20 is a view illustrating a modification of the sleeve as shown

15 in FIG. 18;
| FIG. 21 is a view illustrating a modiﬁcation of the sleeve as shown'
in FIG. 20; |

FIG. 22'is a perspective view illustrating an example of a bo_ttoni— -
formation method used in thé 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;




conprises,a main bag body 14 and a linear fastener 15. The main bag body
14 is conposed of two sheets of filmmterial 11, 12 for formng the
opposite faces of the bag and of a sheet of filmmaterial 13 for formng
the 15 bottom of the bag. The linear fastener 15 is provided on the inner
surface of the opening portion of the main bag body 14. The

“above- ment i ongUGTERA baga botéw 1ﬂld§:r@fiﬁ?altﬁé byttfoehdongthiderecdbgsileof film
material 13 in two, placing the thus folded sheet of film material 13 '
bet weepachagins pegt whdchowerbtpantd dnsthef exdum pdd eétthe dottotwf@Onaaveri al 11,
12 so that the folding edge 13a of the fol ded sheet of film material 13 is
di r ect ddetipwhad shesar 18 d3G. 4B taedopposi te side portions of the sheets of
filmmaterial 11, 12 to form side heat-seal ed portions 16, 16 and

heat - seal i ng Laower portions of the sheets, of fil terial 11, 12 to
form a heat -sEaredS) Guar Dlfdh CHEH a7 o5 OPIENLisRnl TosMIPNEPaHERE of 111 m
materi gl 11, 12, 13 are formed of the same plastic filmmaterial. As such
a sheet filmmterial, there -12 can be used for exanple a | aninate '
filmconmposed of a pol yester film having a thickness of 12 um an :
al um nyspiAlEhayERCRIFNON U THas FRigFERREN EvERbpEiBNege fi1m having a
thickness-of 50 um or a lamnate film conposed of a polyester film :
having a thickness of 12 u mand a 5 pol yethylene filmhaving a thickness °
of 50 u m ThErabtadienerty ofngt proseit iasdeen Wil ite despoibed delov f enal e-
fasteni ng nmenber 18 and a mal e-fastening nenber 19 as shown in FIG 2. The
| i near Witk refesenaes to $herdrawiegsal ong t he opening end of the main bag body

" .14 and has a length corresponding to a val ue, which is obtained by 10

sublract 1 ng"Licyokgl, LD o the 5Le hept sealedopor Lns Aty to from
reﬁ?' ved ﬂﬂ% tpt}gséﬁt! n%ﬁﬂghn@stgﬁﬁhé& Cl osabl eft- &%n@g:gn%zpe reclosable
packagmg bag. The self-standing type reclosable packaging bag. 10 -
comprises a main bag body 14 and a linear fastener 15. The main bag
body 14 is composed of two sheets of film materlal 11, 12 for forming the
opposite faces of the bag and of a sheet of ﬁlm material 13 for forming the
15  bottom of the bag. The linear fastener 15 is provided on the inner surface

- of the opening portion of the main bag body 14.

The above-mentioned main. bag body 14 is prepared by folding the
sheet of film material 13 in two, placmg the thus folded sheet of film
~ material 13 between the respective lower portmns of the sheets of ﬁlm_ ,
20 material 11, 12 so that the folding edge 13a of the folded sheet of film
material 13 is directed upward, heat-sealing the opposite side portions of
the sheets of film material 11, 12 to form s_ide. heat-sealed portions 16, 16
and herat'-sealing the lower portions of the sheets of film material 11, 12 to

form a heat-sealed lower portion 17.

25 The above-mentioned sheets of film material 11, 12, 13 are formed

of the same plastic film material. As such a sheet of film material, there




bag 10 may have a square or rectangul ar plate-shape. In such a case, the
sel f-standi ng type recl osabl e packagi ng bag 10 can be deforned into a 15
cube or a rectangul ar parallelepiped. It is preferable to provide easily
bendabl e portions such as notches on portions to be bent of the femnale-
fasteni ng nenber 18 and the nal e-fasteni ng nenber 19 of the |inear

fast enatarl e msetdfir egafslel a tlahdinsye Hilaef @mpbsed oif athelybster filmi s al so-
preferable to reduce the thickness of the both end portions of the fenale
20 f astleawing arémictme$8 odid® tthm, arpbhimhastanfoijhaeinigpa thickessooh® thi n
.portions. FIG 2 illustrates an exanple in which the femal e-fastening
menber MERGA peFcHiylene dHrehrngretbéickness b0 f #mm eha lanisate filast ener
15 are joined to the main bag _body 14 during the fornm ng process 25 of the.
mai n bd&PBBAFEd 401 PhPelBRBlcE- fihzy é’fﬁ‘ﬂ@gn@nﬁgw@%n@f thﬁ 4l e@Rgsfeni ng

menber 19 are.joined to the per portians 1la, 12a of the sheets of film
margri é?O%X?Lt,hyf rfagﬁrr{ h@v}ﬂsﬁ ﬁ%@‘%@%@oﬁgg rue@pect ively. The -13 opposite
si de edges of the upper portions 1 la, 12a are not joined with each other.

More specifi C?yey%btg\t@nﬁlé’tﬁﬁ&n&?rlﬁ{é%ﬂsfals ¢Aer éégisoéva#l@ﬁsﬁﬁ%?tasféﬁlafei-l m

material 11, aving the opposite side ed _ ave nhot as yet been
5 | oi nedsiingaaeh e andr £ nibaBl fagtem ingincdBEe 30143 SRS IiherIdi ect i ons
so as to be separate fromeach other: The upper portions 1 la, 12a thus
bent dilee fiheaedabenerelt ds exofidlegindlctig e apenirg enidast demainl dagg
machine as shown in FIG 3. Then, synthetic resin such as polyethylene
resi n ikpdy Affern@damadength earraspoadingrioaa yalwe 2whith i ebtginet by o

mol.di ng. spaces 10 t hrough, runners 23, 23 by an_ insert injection nolding.
- Oorlrgeq trﬁt}tmgﬁgeftei@é!hg‘@ﬁ tdhergdrdiasdrsepicd MOTHRBS il G Hra g nenber

ig aar Eééé’h?rienv%gdt%nép tﬁeh%aailiﬂnlgertg %%Eigraff,sag fshtobx?n l1311(_a %Ggqper portions _ I la,

Confents received in the self-standing type reclosable packaging
bag 10 may have a square or rectangular plate-shape. In such a case, the
self-standing type reclosable packaging bag 10 can be deformed into a |

15 cube or a rectangular parallelepiped. It is preferable to provide easily
bendable pertions such as notches on portions to be bent of the female-
fastening member 18 and the male-fastening member 19 of the linear

* fastener 15 ‘in order to facilitate such deformation of the bag. It is also
p’referable'to reduce the thickness of the both end portions of the female-

20 fastening member 18 and the male-fastening member 19 to form. thin

portions.

FIG. 2 illustrates an example in which the female-fastening

member 18 and the male-fastening member 19 that form the linear -

7 fasténer 15 are joined to the main bag body 14 during the forming procesé

25 of the main bag body 14. The- female-fastening member 18 and the
male—fastenmg 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




of the femal e-fastening nenber 18 and the mal e-fastening nenber 19 has a
smaller length than the entire wwdth of the main bag body 14. Mre 15
specifically, both of them have a | ength corresponding to a value, which is
obtai ned by subtracting the total width of the side heat-seal ed portions
16, 16 that are to be fornmed by a subsequent process, fromthe entire .

wi dt h afppddiee §ﬂefbdg'tg;(ﬁq(ﬂ)§éligpef'b@rtiénﬂﬂlla%tmﬁté% A6t RIAEANEIth Ra¥hi ch the
femal e-fastening -20 nenber 18 and the nal e-fastening nenber 19 that form
the |insgher. fastener 15 are joined to a sheet of filmnmaterial 30 prior to
the formation of the main bag body 14. More specifically, the

femal e-fastening nenber 18 and the nal e- fastening nenber 19 are joined on
one surface ofM¢TfespeEdcally, the mpperadrtions2blaol 2o ohthe shisetsphfikd apart

from each ot,@kﬁgl,aizshomm in FIG 4, by placing the sheet of filmmateri al

30 bet BFCH ahaVIRE dye apppsita pldeedaste Whigh) krvynrhanyes bea

i nj ect i, het | i h | yeth in, -14 | |ten state
from 2 B YRR OTBHE 4570 ol Bieh] ShEe g PRPBNER TiFisrsoaaSDy an
froma-gate S | : ‘ DTS o

R e e T S e L
15 is ngt pldesd betlevhidics O £A8 1D 1€oMh Bhak-1abteRe - dys14 to be

8 3¢
formed, but has a length corresponding to a val ue, V\hqicrz%l?ls g%t?al ned by

subt r actiovgn tike FIGE @. WiHeh, afyrithetisi ssihedlcisen eblydbilénoseth 146 that
are to be forned by a subsequent process, fromthe entire width L of the
_mai n bagiastey ing mMelien ddaty st on gaitd 22oef the die Bdl tovmodldangestpands f or 10
.manuf act uri ng t he sel f-sandi ng recl osabl e packagi ng bag 10. First, there

ar & pr ébﬁ%& t FHHEREISh 8 DY pnnitearédnigetian aolding. — Sleaseguentlyi | m

mater| at‘ilejflema]l%-ifa% egi%%mﬁ%ﬁgg l%og%%i h’?e frr?gl%?fags]‘ccertnhrleg rrlrlaénrrllber 19 are
joined onto the inner surfaces of the bent upper portions 11a, 12a. Each

of the female-fastening m_eﬁiber 18 and the male-fastening rnember 19 has

a smelier length than the entire width of the main bag 5ody 14. More

15 specifically, both of them have a length corresponding to a value, which is
obtained by subtracting the total width of the side heat-sealed portions 16,

16 that are to be formed by a subsequent process, from the entire width of

the main bag body 14,

F1G. 4 illustrates an exampie in which the female-fastening
20 member 18 and the male-fastening member 19 that form the lLinear
fastener 15 are joined to a sheet of film material 30 prior to the formation

of the_ main bag body 14.

| More specifically, the female-fastening member 18 and the male-
fastening member 19 are joined on one surface of the sheet of film material

25 30 so as to be spaced apart from each other as shown in FIG. 4, by placing

the sheet of film material 30 between dies 31 and 32 of a linear-fastener

molding machine and injecting synthetic resin such as polyethylene resin




bag body 14 and the sheet of filmmterial 13 for form ng the bottom of the
mai n bag body 14. 15 Then, the sheet. of filmnmaterial 13 for formng the
bottom of the main bag body 14 is folded in two. The folded sheet of film
material 13 is placed between the respective |ower portions of the sheets
of filmmaterial 11, 12 so that the folding edge 1.3a of the fol ded sheet
of fil mnateolteh st3td frordia gatedupiviie did et nselding gpaices ebsouighappl i ed
.to the I ower portions 20 of the sheets of filmmaterial 11, 12 and the
sheet GRITIdIm Ghtbyiam in®erb injestiomn rheldingealbe leavgth pbrericbnolThe Then,
the upper portions 1 la, 12a of the sheets of filmmaterial 11, 12 having
t he hedéTedaifagtardngrmpaherohd and ermplatioskaing wembauddshar éorment  at

i ght I ' ite di ti be f h 25
ot o, "W TgRE G o LR St e B o o
_ - | AT ,
syn heth%§ ?glsi?nfgu%%%%s%gﬁ?/é;’?h%enﬁ%gﬁ%sléﬁngg} C&iﬁh ?/sggrbéléﬁpgn'é% angjluﬁj’i S
i nj ect it ; t : t L€ t | di
spaces T Hom B UPLARRA b LAY pRRE et e Rion P L Ridd Ay Rled® O 20

t o ext engtionst 16, henthatPRey td okt fopfifedl b, a kdsehtlendoRk3s efom ke Ween the
dies 20 and 21 of the linear-fastener nolding machine. The synthetic resin

i nj ect ettiretwidthel wbltHengaspbagsbody tidke nol ten state is cooled in these
spaces. As a result, the fenal e-fastening nmenber 18 and the mal e-fastening
menber 19 that formthe |inear fastener 15 are joined on the inner.
surfaces of tNOWippees@aptipBnswill| e 1givesr bsOWRiof bag wetlyod o for,

respectivel y. .,The | ength, of each of .the fenale-fasteni nenber 18 and -t he .
ma -f&‘%%H?[%uﬁH}ﬁ)g?gfﬁlf?%arb&@\ﬁ ﬁ%@@aeﬂst%%%agihﬁgb 8SITH| ler than the
entire width of the main bag body 14 bythetotal.w_idth of the side » ‘
heat - seal ed PR OR§edP ardGorepared three sheets of filim material, i.e., the
' sheets of film material 11, 12 for forming the oppdsite faces of the main

bag body 14 and the sheet of film material 13 for forming the bottom of the -
' main bag body 14. | o

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
,placéd 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
dilfected.upward. A heat-sealing process is applied to the lower portions

20  of the sheets of film material 11, 12 and thé sheet of film material 13 to

form a heat-sealed lower portion 17,

Then, the upper portiohs 11a, 12a of the sheets of film material 11, -
12 having the heat-sealed lower portion 17 formed at their lower edges aré N
bent at right angles in opposite directions so as to be separate from each
25 other. The upper portions 11a, 1}2a thus bent are placed between dies 20

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




L L T T O PO P S P el

The bent upper portions | la, 12a for the nmain bag body 14 are 15 placed
one upon another so that the mal e-fastening nenber 19 engages wth the
femal e-fastening nenber 18. A heat-sealing process is applied to the
opposite side portions of the sheets of filmmterial 11, 12 to form side
heat - seal ed portions 16, 16. The self-standing type recl osable packaging

bag 10 is prepaeadsyAthétie réBineuch2ds hoWetdgleak fMsinmvbholypbepgien bel ow
of a nmethod for manhufacturing a three-side-sealed type reclosable
packagiregirbég infeictad ,inaa rmblteth statepfrofn fthergatet2? ic tIBO dis Jr épdhed. A
part of the rolled strip of filmmaterial 30, which is unrolled therefrom
i s pl acedldibgtspeens dhesugh thexrwinerd 2heds bydbedneersiactgnimeklling as
shown in FIG 25 4, Then, synthetic resin such as_pol yethylene resin is

i nj ect &@ PA B SHIRAPRt Hi% HFrEniRPaI ROEPT e élgé é?a"t @fﬁoplﬁcﬁé spaces

tﬂégﬁg%@%@p& R @aﬁzﬁ@%%ﬁéﬁ%&%&éﬁ@ﬁw&d‘ BRmin S TS, Of neo
20 10 BaTRHrRET Pledisd R 1t RRISR MRS, fEUR, raplhoRaeE 5D <o
femal e-d 33t £ et gﬁﬁ@@&. 18sandedue, ggégfbi)ﬁé%l;tﬁ.{mﬂiﬁ?@&hb%? iandual | er

than the entire L of the nmain 14 by e total width of the

si de heak-5ed-Gktefid NOOHIHES, 19 8hal iermh dhletlth&dr fastehef il3mrajadneal 30,
whi ch has the femal e-tastening mnenber 18 and the nal e-fasteni ng nmenber 19
j oi ned drheneamer sudfatesfof thtQuppengostidnsd 1€, l@aacl drgynirib bag bedpondi ng -
to the entire width of the main bag body 14 to be forned. The cut_sheet of . =
fi Loh neltriespestivelys (e lgrgid of ﬁ@@he@flﬂge templa-fasteniagrmentiiel® ast eni ng -

" eber %8 LSe ARRIRS R 1By A Ferfind o H sRERE O 1IM
* than the entire width of the main bag body 14 by the total width of the side '
heat-sealed portions 16, 16. |

The bent upper portions 11a, 12a for the main bag body 14 are |
15 placed dne upon another so that the male-fastening member 19 engages
with the female-fastening member 18. A heat-sealing process is applié:d‘
to the opposite side portiﬁns of the sheets of film material 11, 12 to form
“side lheat-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




folded in two along the internediate line so that the fenal e-fastening 15
menber 18 and the nal e-fasteni ng nenber 19 engage with each other. A
heat - seal i ng process is applied to the opposite side portions of the sheet
of filmmterial 30, which has been folded in two, to formside
‘heat-seal ed portions 16, 16. The three-side-seal ed recl osabl e packagi ng
bag i s IpeRasedti A4t by smanaert. ingectiomy mdbing ptisa wasult,béefarealdsel ow of -
a methaod for nanufacturlng a four-side-seal ed type recl gsabl e packagi ng

bag: Filrsteninganembsirsl$rng the mlerfaatemﬁlng mzhmwr F-B][aﬂfﬁdlglft%oaﬁb63| te

f f h I

llé‘czfe%ae;gﬁ Hoghh o Patb o e ?1%@1%%.:%@% i grstedel P é”cbgq‘é%bﬁo the 25
sont e RERFRES i t4en Rl Hnd B%H%%%@. b 1 AR R o
heak- S%E%erpﬂ Lo tHe rhld B tLR; tg;ﬁiermbg ﬁ?‘aé?e@q}lt tl&'ﬁp% tggortl ons

1 la, 12a, which have not as yet en ol ne ach ot

upper vagthilpesthe. h@amlsegqiodﬂaﬁi}eea@t@ﬂ‘alfwﬂdmhrmtefd ﬁbelﬂeatlgezﬂée bent at
right 5 angles in opposite directions so as to be separate from each ot her.

The uppetiopsri®obs.| |a, 12a thus bent are placed between the dies 20 and
21 of the linear-fastener nolding machine as shown in FIG 3. Then,
synthetic resjin such as pol ethylene resinis injected in a nolten state

from the gateThe reflegiidrip of Him mpatasial), dvhg:fsbaeéhmfﬁm@ﬁastmlmge :
ippor RPNl Rl thE Arple AER Y JERbSE: (R dNAND O GOt O of  t he
1 | t f nb
P AL e TR BB B SRR i DR SR AR
the berHag“BB&ﬂr PRr{o BBSfokrhéd. 12Re i sheboldt fimeAtdteRh) 131F has the S

~ female-fastening member 18 and the male-fastemng member 19 on the -
opposite edges, as shown in FIG. 6. The cut sheet of film material 30 is
folded in two along the intermediate line so that the female-fastening

15 member 18 and the male-fastening member 19 engage with each other.

A heat-sealing process is applied to the opposite side portions of
the sheet of film material 30, which has been folded in two, to form side
heat-sealed portions 16, 16. The three-side-sealed reclosable packaglng

bag is prepared in this manner.

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

manufacturing a four-side-sealed type reclosable packaging bag:

First, two sheets of film material 11, 12 for forming the.opposite

faces ef the reclesable packaging bag. These sheet_s of film material 11,

| 12 are placed one upon another. A heat-sealing process is applied to the

| 25 lower portions of the sheets of film material 1 1,7 12 to form a loWei“ heat-

sealed portion 17.




15 femal e-fasteni ng nenber 18 and the mal e-fastening nenber 19 is
previously determned to be smaller than the entire width of the main bag
body 14 by the total width of the side heat-sealed portions 16, 16. The
bent upper portions 1 la, 12a for the main bag body 14 are placed one upon
anot her so that the mal e-fasteni ng nenber 19 engages 20 with the

f emal e- f ast eniTige rativees diBfilh heaterigall i pd 20 heees shé Soarp! hedt-isealele
opposite side portions of the sheets of filmmaterial 11, 12 to form side
heat - sepbeiopdi fomed &n UseirMbwesetdgest amdithg wyper pectiosabl &, p2akagi ng
bag is prepared in this manner. FIG 10 illustrates a packaged article,

whi ch i Whith dhatesd 9y £8|¥6thgean pinedcvibabieh paldicagi ﬁgmzragt tHPRWBNt ent s

havi t I | at e-sh . h, K ticle 40 I,

i co. shORISERIad 1 124 63 dheos pReeat] AymATRATaRd -t 6 6reeat 8L (HIT shown)
Ki key.s -18 the ik havi th t I

ol oo ARG oap BB A iFre gy Youh SadhERppafite R GatBro 8%, M ¢ ne

, CeBPYRd PP HE 8GR0 Reiter § the

41 dof o RE"T REFREESIERE 12 R e A e e A 2B o )

7, whi céf haslinest G8sten e TORIPANHARH i HO akhth ShARE MG the contents. In this
case, a portion of the bag, whi'ch includes the side heat-sealed portion, is-

~defornmed into a flat portion, while the opposite faces of the bag expand
outward. As a Thegul synthete wesinhswéh tde poprehyleoret resindid nijetteel dehor ned
bag, which includes the Ilinear fastener 15.and to which the contents do -
not con@olien statgdromndic gata B2 ofitinendisf2 1 e thewmpldivgtsnacesfthrnoghef or ned
bag.so that the u ortion 42 1% ojects fromthe above-nentioned fl at
f

: er
- porti o T EHRBER h 234Dy Gt BEs 167 10MHHRS, $H 85 t9oFXieEs a2 1BE the
t hree- sl de- I C 1N 41 is folded al.on e pper
" hor | zom%ﬁ %ﬁQIﬁﬁ 88#&(?%% S16’1%1, elQ&P&lEIft e ;%aggg be%wegn tBe s % algd bII c:fu _
the linear-fastener molding machine. As a result, the female-fastening o
member 18 and the male-fastening member 19 are joined on the inner
surfaces of the bent upper portions 11a, 12a. The length of each of the
15 female-fastening member 18 and the male-fastening member 19 is

previously determined to be smaller than the entire width of the main bag

body 14 by the total width of the side heaf—sealed portions 16, 16.

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

o placed one upon a_ﬁother so that the male-fastening member 19 engages

20 with the female-fastening member 18. A heat-sealing process is :—iiaplied '
to the 0ppo’site side portions of the sheets of film material 11, 12 to form
side heat-sealed po_rtions 16, 16. The self-standing typI: reclosable I

packaging bag is prepared in this rﬁanner.

FIG. 10 illustrates a packaged article, which is obtained by filling a

25 reclosable packaging bag with contents having a rectangular plate-shape.

The packaged article 40 comprises a three-side-sealed reclosable

packaging bag 41 and the contents (not shown) such as cookies, crackers




15 contents as shown in FIG 8, in order to formthe packaged article 40
havi ng the rectangul ar shape as shown in FIG 10. The opposite side edges
of the upper portion 42 thus fol ded project fromthe above- nentioned fl at
portion including the sidé heat-sealed portion. The projecting portion 43
I's bent downward so as to be in parallel with the 20 vertical side plane of
the corffefhttslikes, Basine the regargulan platessbape receivied inpthef baglfile to provi de -
an easily bendable portion such as a notch on a portion of the |inear

fastener 15, i ch €9 Fespon S to a benﬂ_igeng | ine along which the _
proj ecting pofticsP4S! HiE £oNEENISeRavIng e pertangulag Pite-shane berbieng

g | ' ' 43, 25 No [ [ i1l .b ive
e ow o7t e ReAlaE OBl bliadind BabtiL %&ﬁ%ls%ggﬁgﬁ& l%fol g'hgzln
tret | ] : t 12, .-,19, The.
rokagr o e pArbe IBERTSS [horin Ty BIGT07, | FhiH pASt neio8s and a
sl edve cobrespundinigndoge: BRpe 2 the dcc{i‘{t@'ﬁg Dby ehl Sk as.g&g?]cgwx E)ggﬁé of film

material in two so that the folding |line | ocates downwar seal i ng

5 the G@gosvhiehsindsdels itte siy heapaealdd Por¥iont e dEbAnBadnkedy 134 has an
.opening at, the upper portion and the heat-seal ed portions 56, 56 on the

opposi POTEPAeshiidh Ehe iapnositealiicenaf th6 hag prpandeashiaady tAweagpenitng of the
mai n tgﬁg b%g%égA i n-the sanmg. nmanner as in the enbodi ment as shown in FIG
2. 10'RbrE iFHECAPPGT DRTHANSS 8t thedsformad drag, ovhicheinicludes thast ener

iéfor- jnner r.f ace. of .one of the .opposin ortions 51, 52 of
the shase? TabUndn e bt i RICH sRnoRiehES 4a ROh Sgs0as [asEer thame

“Vi g ni id+hh ni , a | e; f.ast eni er for the
(| Feny e oiakner AEMARC! B ebh, of Ml aLhiMnEd B3 M Man e chobre "
opposi pgriont42nsrdjdctsPfrom the above-mentioned flat portion in the width

direction of the bag.

The wupper portion 42 of the three-side-sealed reclosable

packaging bag 41 is folded_along-the upper horizéntal plane of the

15 contents as shown in FIG. 8, in order to form the packaged article 40
having the re'ctangullar shape as shown in FIG. 10. The opposite side
~edges of the upper portion 42 thus folded project from the .above—
mentioned flat portiron’ including the side heat-sealed portion.. The

o projecting portion 43 is bent downward so as to be in parallel wit.h 'the
20  vertical side plane of the contents as shown in FIG. 9. In this 'casé, it is
preferabl‘e to provide an easily bendable porfion Such as a notch on a_
portion of the linear fastener 15, which corresponds to a bending line

' along which the projecting portion 43 is to be bent, thus permitting an

easy bending process of the pfojecting 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,
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15 thereof. The mal e and femal e-fastening nenbers for the |inear fastener
55 are provided on the portions of the sheet of filmmaterial, excepting
the heat-sealed portions 56, 56. The sleeve 60 is fornmed. of bendabl e
mat eri al such as paper, synthetic resin or the like. The sleeve 60 is
conposed of. a pair of 20 opposing front and rear face portions 60a 60b

and a pair of eleedlasableqiddiefinglsag 80¢tdrhptisas @ Doy HHpdhsQy &5t

connect the opposite edges of +the front and rear face portions 60a 60b
wi t h edikeat famtenad Shased spslegeetidons 60cx, 60dx having a triangul ar shape,
respectively. The front and rear face portions 60a, 60b have the sane

rect angul ar shape. The 25 side face portions 60c, 60d have the sane

pent agonal shéﬁ;’@ maig bag hedyshdpes ©rmechéy ﬁ@}d@@r@ﬁmﬁ@ aheetcphfifine with
an isoscel es | gcat i bel Wlt Each of the side face portions
60c, 60HfER E‘Wa gthat ﬁn nﬁHP%tqséi‘?‘B‘le@H ignd heateinaliag portion

LEO%S.#@‘E‘%@)Q%%%W@%%%%S. s, S%Xeicﬁf'écaé bocHe B Hodht 5 A *°
LI e GIBORS e e 0, SH hB e htB B SBL gD oL

al ong tdp;;,dgjtdjgmsl ines FL of the side face portions 60c, 60d, while
moving the folding |ines FL outward. The sl eeve 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 p&dleslintar hestepen)Stis Qnsvﬁm:kalcﬁrigjme@mmmga)fm aetinwi th the -
bottom of the main bag 10 body 54. Changi t he shape of the sleeve, which
: has bed¥g BedY PAdn Hisames. mﬁﬁmrwm @%Odﬂm@@ttﬂﬁeshwaéncﬂﬁaﬁ?sl onal

z@ ot el o B Rt B0 s hBSe Bl 1ne' e
enbodl F5¥hedSor MMInHr surface of one of the opposing portlons 51, 52 of the '
| sheet of film material for forrnmg the main bag body 54, in the vicinity of
the opening thereof and a female-fastening member for the 11near fastener
is formed on the inner surface of the other of the opposmg pOI‘thI’lS 51,51
15 thereof. The male and female—fastenmg miembers for the linear fastener
S5 are provided on the portions of the sheet of film material, exceptlng the

heat- sealed portions 56, 56.

The sleeve 60 is formed of bendable material such as papei‘,

sYn;chefcic resin or the lil;t:. The sleeve 60 is composed of a pair of

20 opposing'-front and rear face i)ortions 60a, 60b and a pé.ir of side face
portions 60c, 60d that are provided so as.to connect the opposite edges of

the frdnt and rear'face ‘por“clions 60a, 60b with each other and have
projections 60cx, 60dx hav1ng a triangular shape, respectlvely The front

and rear face portions 60a 60b have the same rectangular shape The

25  side face portions 60c, 60d have the same pentagonal shape, i.e., the
shape obtained by combining a rectaﬁgle with an isosceles triangle

locating below it. © Each of the side face portions 60c, 60d has a folding
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15 FIG 16(1) differs fromthe main bag body 54 as shown in FIG 11 in the

former has a single heat seal ed-portion). In such a state, the self-

st andi ng shape can be provided by bending inward the projections 60cx,
60dx of the sleeve 60 together with the main bag body 54. The recl osabl e
packagi ng bag 50 can be changed into a stackabl e rectangul ar 20

par al | eirepFpewhigh be fnlimgd tthehepeertrggsdritivisiroft stiiel thalife dtagh Bedys to4 as

shown in FIGS. 8, 9 and 10. The linear fastener 55 is also bent so as to

coi nci cféctmlhthteh@ngzé@dm@udmcpanmases]lepmm ??IQpeleSBﬁndi‘d@ghlne upper
ortions of the _main bag body 54. The |inear fastener as easily
Bendablt EIFEYORY @@Y%%‘?e %a%aﬁ%—tmﬁ%omtrmt@be as shwwadn FiGt e t he

above- tj oned endi opgration. The |inear_fast r. 55 has the

f emal eﬁ@[ %ﬁn]@e %Bf?%é{ 9%§1p ﬁﬁ stag ag ﬁgmﬁ’éﬁ‘ énf%%-eﬁs&g %Pﬁ?ﬁlﬁg tzllﬁblt he.

sa Aner . | meat -a | n..El G. 2. The easily .bepdabl e

pop?i gﬁgagég?éﬁéﬁéog%@sf(?@gt alogg]%%rfg?d%%ﬁegrgﬂf%fﬁ@ﬁ %g}er Vi ng

par i aldofioh® feamea! FHHRMREInFRARBIARLANGL PP JBleslpsteni ng menber 59

in the bending portions, 5 i.e., the portFons corresponding to the upper

edges of the side face portions 60c, 60d of the sleeve 60. Accordingly,
the easily befilatdlecpob0, avisickBis kepPan hhe fBRidd Stafcen®IsBoRAEL 8h WIBg portion

- nor nal e-engagi ng portion, which are provided in the other region, and has

only tHE(b),als -prsaréegpdnto othe mains baghbodfobe posdidl the peagsdopakel y the

| i near fastener 35 W t hout causing 10 unseenl ){@?Ut ward projection of .the

bent p&TPIESHORS AU pPBIE Foxae dnt eentagorithghe bektan of the maigubag

" _-paiﬁxl | gl %§| %Ed shape of the reclosable packaging bag. The easily bendabl e
r1ionSYred ot Iinited only to the above- described structure. The easi |y

por
bendabl e portions may be forned as

Changing the shape of the sleeve, wh‘ichrhas 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(1) _(élthough 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 thé
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 501 can be changed into -a “stackable recltangula.r

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

The linear fasténer 55 is also bent so as to coincide with the -
rectangular parallelepibed shape when bending the upper portions of the
main bag' bOdj.f 54. The linear fastener 55 has easily bendable portioné

25 SSa, 59a as showh in FIG. 13 so as to facﬂitate the above~méntioned

bending operation.

The linear fastener 55 has the female-fastening member 58 and




15 hol es that are obtained by a punching operation or the like in the
correspondi ng bendi ng portions of the fenal e-fastening nenber 58 and the
mal e-f ast eni ng menber 59, thus facilitating the bending step. The fornmation
of the easily bendabl e portions 58a, 59a only in the bending portions of
the linear fastener 55 will suffice. The easily 20 bendable portions 58a,
59a do  Hit maleaidestiningletcanber §0dnt the semlel mgnpreopey the bnhddrhémens ‘
fastener 55. However, when there is a demand for an excellent sealing
proper t Y28V fe Hikt| 3saBihe pasikadransdablg, pextions SSeefFPabtenpoiser Bat de t he
easi |y bendabl e\)oﬁgr i ons i58a, dg%a with auxiliary sealing means 58b, 58D,
59b, 59BYHECORFolfic oyyied DYTREMAYIRE i Bastadba thsglerpalesiayispinge a

0 o9 o : . | ; o oh PR g
P gr aerBer By anfPmd BRI AL B A B P 3 2Be bt woHaRBer 56 g0
| : - . i ; i.,r of rib
Sop 5ok 36k el cdifesndrtalfiy £ HRRLERLPAaFRIBPtNC Sl Bt | D°
with t h0¢) BOARSTHHeOs1cB9R 600" AR rdiRds; ftﬁéteggﬁﬂfl!gﬁedﬁtgligé ﬁt&%ﬁaéo

project toward the fenal e-fastening Tnenber portions of the
ri bs 58h9a 5t heithehferhalmtecdvingsperticty noe ek -GS Sane ottt LomhRet W th
the tip end portions of the ribs 59b, 59b for the nal e-fastening nenber
59, resPEcPrdfgd indhgsother tagiemyantteas ealy tige flaopdate pbetivaen It e 1 at
portio 58f1, 59a, 10[1 t he ricieal ing state of the linear fastener 55, i.e.,
Cin a stREECIGTEWRPEHPIN & Rand cpsilyeHia fineerdastarrengagithontt hatkiag

fengl e- | nenber 58.. .10 T projection height of the ribs 58b, 58b
 andBe o ASkERY BUTRERE nrfectitn Gl TR BLEC b et ProRE BB RIGT. 1 he

femal e Ly i f ni_ng nenber. 58 _and hal f the -
g R S A Ol W M S
respectpa@iagingqgaga result, these ribs 58b, 58b and 59b, 59b do not
deteriorate the easily : '

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

described structyre. 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 bénding step.

The formation of the easily bendable portions 58a, 59a only in the
bendingl portions of the linear fastenér 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 dernand for
an excellent sealing prqpefty of the recloéable packaging bag, it is
preferable to provide the easily bendabie portions 58a, 59a with auxiliaiy
sealing means 58b, 58b, 59b, 59b as shown in FIG. 14.

25 - The au;dliary sealing means comprise a pair of ribs 58b, 58b
having a triangular crosS-seétion, which are formed integrally with the flat

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




15 bendi ng property of the easily bendable portions 58a, 59a. The ribs 58b,
58b and 59b, 59b as shown in FIG 14 |ocate so as to be apart outside from
t he opposite sides of the fenale-receiving portion of the fenale fastening
menber 58 and the opposite sides of the male- engaging portion of the

mal e-fast eni ng menber 59 by a prescribe distance. 20 Provision of the ribs

58b, 5S8Bedirdasieningghembart®S vany aigajr of ritlee59bnEDe-hawng & trigngolari on and
-the mal e engagi hg portion nentioned above permts to ensure a further '

excel | €HOSSHItiRg: pY By Ry¢ fomaedibiesrallsitwishditealiat pratign $9al forghreans are’
ey mp T8 shing peaTl BECHS 40 Foeicosclonae G crmaparramne

The T endP B 8 PR T Kb s BrUBh S b e cab dor N driBaRact eni ng
(T aperaraa CFanIEder S5 come I contast iRl Blo Eblediians Rt EL, " °

por { | oib9Bdtr sobefuraite: alemRenTRIBRENIR IS99 ATeshE Al osh Sotgrd he
femal e-fastening nenber 58. In this case, the upper surfate portions-of

the ribimm@ee GRc stalingherdmemal edtaseantig fat BnSSHRONEOH Nirp tRENt act
with the tip |ower surface portions of the ribs 59c, 59c for the .

mal e- f &¢edinignstateticthesinepefpetariare’y, i.eg imsatsiaté nprwhkicltt Hee sralel ng
property between the flat portions 58a, 59a, in the sealing state of the
| i near fREETERgMERIbET 29 engaggssvikbdhierfentaleHastening wermber 88i ng menber 59
engages with the femal e-fastening nenber 58. 10 Now, description will be

1801 ner embolBnBRrether el Riohhe Gi0F P, BB N S e o
~ manuf agkiydtAALHARY Rtk ficdih viph B aN oifn‘eff‘entdle?ﬁhcg%pﬂjlé SRrfhle-receiving -
portion of the female-fastening member 58 and half the height of the
male-engaging portion of the male-fasténing member 59, respectively. As
a rgsult, these ribs 58b, 58b and 59b, 59b do not deteriorate the _easilyr
15 bending property of the easily benc_iable 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 aﬁd i:he oppoéite sides of the male-
engaging portion of the male-fastening member 59 by a prescribe diStancel. |

20  Provision of the ribs 58b, 58b and 59h, 59b in the vicinity of the férnale-_'
r_eceiviﬁg portion and the male enga_g@ng portion m‘entionec_i above permits

to ensure a further excellent sealing property.

| The above-mentioned auxiliary sealing means are not limited only.

to the aboye—mentioned étructure. As shown in FIG. 15,- they majr

25 comprise a pair of ribs 59c¢, 59¢ having a trapezoidal cross-section, which
are formed integrally with the fldt portion 58a for the female-—fastcniﬂg' :

member 58 so as to project toward the male-fastening member 58 and a
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preparation step for a non joined main bag body for a packaging bag, an 15
position adjustnment and folding step, a cutting and bending step, a linear
fastener formng step, a heat-sealing step and. a sl eeve-insertion step.
The preparation step for the non joined main bag body is carried out by

pl aci ng the opposite ends of a single sheet of filmmaterial 70f one upon
anot herpan@féas SSealSiGeghanimmadrapepiidgl pords-cectian, wheck retfoored 20 .
their enti rg@%} in the Longitudinal direction to forma heat-seal ed portion

76, tHO%eH aWitﬁgth%ﬂahBﬁrP@nr%%af@rﬁh@oﬁ@lgﬁaytmngﬁgetrmeruﬁb%@ﬂ agnd | ower

openi ngs see G 16 0|t|on ad strren andfoldln step is. .
cgr ri e% ﬁ%%h%’ GFF HRBR R Bdy I|1"]n hﬂ% C(%SF@ erenti al

gi):fft)l |s apar% kEf? m%%] glg gg gggeh{ﬁ%c gtO\érQ%ec e%%?%%?@%ealdedand'
f ol gi ngnkmhet 98fé<ﬁhe5ﬁﬂ69cor( %? vﬁtﬁ tl'i'f@i@% %P@ugfa?eﬂﬂ&fn?rg% dfs‘t € e

substantially r1dentical wth t eha he "w

porti oG, she f@keﬂﬂ:‘irﬁ&lc wgﬁlﬂés HéRtherNsd hees u?é&?&)’fﬁy,' @56&& C}Bn step,
i.e., the Iength "I'l'" .as shown in Fl 12(b). The cutting and bending step

i s car riigarovet they skalingngroperty Hetweeh &te tﬂlﬂ Piresn € mdR, 0504 hen gapoOSi t e
side edges of the non joined main bag 5 body after t he conpl etion of the
poSi ti Wah@jgugitai@mf félfdllﬁéaﬁlfagteslee”p$5,and ;timea dtatelingvhivh thpenalesrti ons
of the .non j.oi ned mai n_pag-body, which correspond to the |ength of the

cut - outfeSENinggngmyey H2 f%@ﬁ'&ﬁét‘@thr% fsneale-pshepingomesniendSBai r of bent

portions (see FIG 16(c)). The linear fastener formng step is carried out

.- bypl h f
"rréc i ﬁgl gﬁdt cglntl nud %18{1?@9“&, 1@0{1%%0?@5‘{%& %}eié‘?gﬁé nga?r;[aengiggoo'grt he .
i near rhagheRtiurdiy e tB085a DR é;I%ﬁg bhe diai Qﬁh@?ném%%&fn%g% oy

an insert injection nolding, ng oppoSite side edges
t her eofdesthideld Alsare bashepeesent invention.

The manufacturing method of the present infrention comprises a’
preparation step for a non-joined main bag body for a packaging bég, an
15 position adjustment and folding step, 4 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 bodj is carried

out by placing the opposite ends of a single sheet of film material 7 of oﬁe-

| ﬁpon 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 Jomed main bag body havmg the upper and lower

opemngs (see FIG. 16(a))

The position adjustment and foldin_g step is carried out by turning

the non-joined main bag body-in its circﬁmferential 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




formng step is identical with the linear fastener formng step in the 15
enbodi nent as shown in FIG 2. The description of it is therefore omtted.
The heat-sealing step is carried out by heat-sealing the | ower edge of the
non joined main bag body over its entirety in the wdth direction of the
bag to forma heat-sealed portion 77 and heat-sealing only the upper 20
‘ends ofthergidipprdiheesidedece qusionr 60@ of tba sledwesdO muihichdg usedyin thiei ch -
correspgnd to the cut-outs CL (see FIG 16(d)). The main bag body 74 is

pr epar egga‘?‘ﬁa‘frf‘ﬁesmﬁ’&nﬁ@rp’ Ifhe thae dveh s ers sBAWaS &p RIS, d&(ki-ed out by
inserting the sleeve 60 into the nmain bag body 74 (see FIG 16(e)). The

2 205 1 e R HERL O W R
74, e et naRrar s 8 (n PP R e AP Rk RSP A B ety R e T e : ’
mei 5 baghdiogiter thé eohepleein bf‘tﬁé‘ﬁo§ﬂﬂﬁﬂﬁa€‘1‘%dszt§9%§/‘t %‘gdgbﬁmg%fi%%%gan suc _ a

state, the self-standing shape can be pro ndi ng t he

pr oj ectthensfobdicyg, ti6d@dpdr pbetisheaeheOnbageihel mbih Hd@Bodpokitiens 70a,
70b of the main bag body 74. The recl osabl e packagi ngbag 70 can be changed
into acorEespusideta tee arggitheef Pur clt-eltpiOiedobys tebdi separatefroppencipor ti ons
of the nmin b?g body 74 as shown in FIGS. 8, 9 and 10. In the recl osabl e
packagi(ﬁg%é‘@ Gt PaEyof Renkeortinnsr(ses FIGo 16éel oned above, the non
joined main bag body is turned in its circunferential direction so that

t he inside ed t he at-sealed portion 76 js art fromthe qne side .
edge by the p?gggﬁet?gdf a%’ﬁ%?ﬁ%ﬁ%rm]ﬂ]é)sﬁepe{s, cqr%ed Pé‘ﬁ hPging el in FI G
1268) . A dhog) ih 43 S ofey t- | ed _portion 76 in
[FAY); SRRl th L5, ORSLRAERLP RURRE R it LABRRIIAP" 7
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 portio:d 77 and' heat-sealing only the uppe.rA

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

prepared in this manher.

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 samé as
25 that described in the embodiment as shown in FIGS. 11 and 12. The

description of it is therefore omitted.




15 recl osabl e packagi ng bag 70 having the rectangul ar parall el epi ped. The
heat - seal ed portion 76 therefore becone inconspicuous, to keep a nice-

| ooki ng external appearance of the recl osabl e packagi ng bag 70. \Wen 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
ci rcunf er enti &Thangiegy tlomshapt lo€ thbaieeveedd ] whech MasWaset ifdergedriitood. Wien
such a turning steg is omtted, the heat- sealed portion is placed in the
cent r al thsomainrbag body &t,date dbe thireeiimarsmibvahbheppaskstyiwy ibaBlF.0 havi ng
t he rec%ﬁg?ular paral | e] epi ped. Now, description will be given bel ow of
anot her 1 48] rBHSEd the yapy ﬁ£56¥hﬁ7$§0ﬁﬁéﬁﬂédpdiﬁbﬂéﬂyhéﬁ§%@M§1B&@ﬂﬁf-the

il R L LA e
et o Bin L ESVEOBLSELRR SR GO N PO 0. 2
step 'spcﬁ%fdrise'ﬁ()ﬁ}”?OByoﬁtﬂle%Q%éga%g%}fﬂéheprl)leeglfecééé(jle{r?gé {Féc?{r&ﬂgZ%%%g In two

to prepare a non joined main u ower es®and one
si de edueceh hichhngavantot @t&ckﬁbl@?@d‘cah@#ﬂﬁﬂpaﬂﬂl@el@bgﬁé@bﬁltﬁéﬂcﬂﬁgﬂ ep is
carried out by placing the sleeve 60 in the non joined main bag body (see
FI G 17he)yppdhpostiers ef 60e myirbieag hexlydraaisighosed in 8GO &, eandri(.oi ned -
mai n bag body by an adhesion neans such as a hot-nelting nethod. The
sleeve 60 is the sane as that 10 described_in the enbodi ment as shown in
FIGS. 11 and 2. thyaeclpsable padaging bags7Pnfararest dnothie t@@nrireasut ti ng

" ondog daeBHgBeEr atieHnoths oPRBaiHed BABTOO9E  BAAY: fentuFRidi Hh The upper
porti ongr Qimtdlen?l diPlAgsh W' RaP e MRBe YHLEBF the heat-sealed portion
76 is apart from the one éide 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 bf the
15 reclosable packaging bag 70 hai/ing the rectangular parallelepiped. The |
heat-séaled 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 turhing step is orﬁittéd, 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 iﬁvention.

The other manufacturing method of the present invention




15 correspond to the length of the cut-out, so as to be separate from each
other to forma pair of bent portions. The |inear fastener formng step is
carried out by placing the pair of bent portions in a |linear-fastener

nol di ng machi ne and continuously formng the linear fastening nenbers for
the linear, fastener on the inner 20 surfaces of the pair of bent portions
of by ampsieet angreti-Gvidimy dstegp, ar ekpeetpleeing stepl udi ogttipposnde side
edges thereof. The linear fastener formng step is identical with the

| i near Heastiegertepoarimepsfagtenar fommingnbogh andta hsatiseahingrstEpG 2. The
description of it is therefore omtted. 25 The heat-sealing step is
carried out by heat-sealing the |ower edge of the non joined main _bag body
over its enti &é@yshwtrmdmgjtsﬁelailﬁé@@“r@ﬂ gut b—YZILPIEIHEg Baginge fbest 11 oner
edge heat - seal ed ion 87, heat-sealing the other. si.de edge over its
ont 1 oty FA KR i P TR &P RHCPECE FORCRGOW St el Rpe St yBbEr on 86
andzin 39{1 i - seal | t e .t i edge of
the5non Jo?%%lﬁ%gﬁsaggé @g%y%gd%héﬁ Ogg‘fllrﬁ%@p%%‘ggg (())(BtahS cul?&gb?élg‘%g'see FI G
17(b)). The main bag body 84 is prepared in this manner. Changing the

shape of the gheeyeefpluki sfb%sisp'@&fhéc!{‘%ﬁftt@dglﬂéiﬁg rhe siRiva dpsh body 84,
into the three-di nensi onal shape as shown in Fl .1Z2(a) causes the nmain
bag bodje8dohgoheekantin rhdg e wiyapseeaFiGhawiajjn Fhe slek?ecdO maysbeh a
state, the self-standing shape can be provided by 10 bending inward the
" proj ecttemirenidx, suxedoto tihe siosejaned rwyst heg hddh by ke medhesicry body
84. The recl osabl e packagi ng, bag 80 can be changed . into a stackable -
" rect andiEans SHCH aeReBPpércRing Bitheg- t Hhreuplssre Rt is sagie afdhahi n bag
body 84, as shgwn_in FIGS. 8,. 9 and 10. Wen. a co:extrusion filmar the
PR eRertell Y Bef  Hinctrie " B’ hofit o SRS U RRE 15 et

used aydREHHEELs A is' LTS hted "

The cutting and bending step is carried ouf by forming a cut-outat
the upper end bf one side edge of the non-joined main bag body, and then
folding the upper portions of the non-joined main bag bddy, 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 'bént 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 iﬁsert_ injéction molding,
respectively, excluding olﬁposite side edges thercof. 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




t he above-descri bed nethod f-or manufacturing the recl osabl e packagi ng - bag,
it is possible to prevent the heat-sealed portion fromprojecting outward
by applying an easy heating treatnment to the recl osable packaging bag
havi ng the three-di mensional shape. It is therefore 20 possible to inpart a
ni ce-1 ooki ng appearance to the reclosabl e packaging bag_having the

t hr ee- dhadrag tnhidre lmaloaver efdgedaead-epaled: poion §g’, beesisspiingdhepedeent a

di splay .condition of the packagi ng bags on g, display shelf ina retail .
store fY@HEHSE PYCHLSHMarEdY 13&36&9@:%&&@@@1 ageﬁae*s‘l tpr%%dﬁévqer%aealagm from

s b oS PRl e B B v
o B G RATEET A bl ety St BT, JATRE PR e
and5”§1§s€@maw_@ghefh§nﬁe& RagBbE) g4t 8l iROtHIBIAalfgrbody can be

kept a prescribéd shape. The“present invention also includes a

recl osabl e packagi ng bag, which permts to solve the problem of

i mprovenent | Cisiragkicntepstonss by the SlcEhe G okhhidbheas peekagiseptdibintowhi ch
has fundanental el ements of a main bag body having an opening and at | east
. one hedhesualredagobtdy @dandtotha th ¢aeameihsioealeshapoas dévon inHdGopeni ng
portion of the main bag body, is further provided with a sleeve_that is

pl aced li3{a} eruses FompisoRe bodx 84 te bedkeaptdnfheigneAHagowe EnBiGet eri zed -

‘in that, - hﬁ n‘iain b body is 10 fol'ded into . rescribed thr.ee-dj nensi onal

shape ddifhedhySHe 2| SafE dbe selfrsfanding, jBaps «&a% | BeqPiaigedabhensi onal

" shape. ' . - i i f th
Sn30°; Hehdinkaildrq (il PRECRNANS BR0L 808Y diOHOIRELE RACKATLAD B9 BT | 1he

by an ithsehbil MagChb@p g iHge thC0ARBUE pABREEANEH S HCSh A Ehghgtlie 15

qe
~present invention. Mre specifically, t_ﬁe | 1 near fastener that has
into a stackable rectangular paralielepiped by bending the upper portions -

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

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

15 surfaces a heét—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 prevéﬁt the heat-sealed portion from projecting
outward by applying an €asy heating treatment to the reclosable
packaging bag having the three-dimensionél .shape. It is therefore

20 possible to impart a nice—lookingappearance 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 tl_lc 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




previ ously been fornmed may be fitted onto a prescribed place of the main
bag body by adhesive agent, a thernal bonding process that is to be

si mul t aneously applied during the heat-sealing process, or any other
appropriate fitting means. In this case, it.is preferable to formthin 20
portions at the opposite ends of the |linear fastener and/or easilﬁ bendabl e
por t i of§eobYH-MGHION P SheDe andemsanhare apeodreshapadyy #hichdhgoove:

descri bed.enbodi nents of the present invention..The recl osable packaging
bag dodBGARTSRVESS Pegidd cREGS Feat i eoptamsivethehaBimna . f or

i nprovenent in the external appearance is not so severe. 25 1in the |
above-describ e ' f i | the :
proj ections 682‘)? , }g%%%;[(l Iirgi?l tv?"ﬁlgfosrl[ %g%cg nﬁééﬁﬁfe&? %9? gfndcst%‘l%(%% %@hcggﬁgngag’nt o]
cont actyMidiNpbRRiRO eetveftHe ] “Rﬁ‘g‘” Bfent it Ao prehdiBl Ntain a
prescri“lged pgsitilon of the slggg%e%?)@% the FYB.I ntb1a98%£ﬁ§f@4@'84. | f

t hes maiTheagrlbealylehsclsiphg hddinehidhakfa npiaen @etdl @lemeees of @0ghain of the

sl eeve are not required. Wth respect to such a kind of reclosable
packagilrgg bady havéng tineopenbggl bmenat bfast hmephestentaledveatticm amd bf he 5
descri bed below with reference to FIGS. 18 and 19. The recl osabl e packagi ng
bag 90 lewasrfastener pevvidpdebdy opening pprden of ddeemminobagritpdy,dbeeve -

bo. bodiPe PR Sitn s s b Souhe shenp R e oS0 ™ "
' ' . heat .- I A 6,
So of PRaCsaok BE5RRBRR SRR niRckinaatid Vel Mg PR usBRecal Shown i

Fl {9 1¥?1cfe%sﬁﬁ8ta{ }f)%é'criﬁd: Iﬂh?ée—ﬁti‘ﬁié?ﬁ%ﬁéleﬁll%g% H%%'gﬂ?l{ﬁ%%ﬁe et 50 provi ded

~on its [ower portfon W a sfopper portion pper- “portions 96a,

96a face warbepPthehrasciibedthireedifaerdosal shapel he opposite 15 |ower side.
edges of the sleeve 60M 1 are placed on the stopper portions 96a, o
As a resulf, in ﬁhe 'aboveQmentioned reclosable packaging bag of

fhe present invention, it is not élways necessary to form the linear fastener
by an insert injection unlike the above-mentioned embodiments of the -

15 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 Vbe
'simultaﬁeously applied during the heat-sealing process, or any other

. appropriate fitting means. In this case, it is preferable to form thin

20 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.

25 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




96a. Each of the stopper portions 96a, 96a is forned 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
prescri bed position of the sleeve 60 in the main bag body 94. so that the
20 Il ower portion of the main bag body 94 can easily be folded into a shape
as showaintaiflaGpresoritiel pbsidion 60l siehee 60ainet Heemaim bagohedy Bang4aynl i ke
the sl|leeve 60 described above. The stopper portion 96a is preferably

for med h eddhegnaimbdagdedy basl strparfunstivonéheggoectinonhOcs, 608k 18.

However,. the single stopper . 25 portion may be fornmed on any one of the
heat - séglttahtﬁt SEFYE SR r%tpp %‘.‘Hq‘ge (it JepPR6Y 19 SHChee Aapdpd Fesiasablpy

port 1 ot BeBEk i T FlieT  GpBpcinny’ 9 the SifassPh vehdion 575 Beti on
2605 ThfeocpHl-asB0l% RACK PeicREnBado Hds {@bfiediol Nto the shape as shown in

! e .
8 In the sane manner as descri bed above. G 20 illustrates a

nodi fi cati on 60M2 of the sleeve 60ML as shown in. FIG 18. The nodified

sl eeve 60M2 ha@pearcRidatle @oh € bag g@bﬂﬁﬁjﬁﬁéeﬂtméirﬁﬁég@ﬁ%n 0g0dy. More
specifically, the sleeve 60M2 is conposed of a pair of opposing front and
rear faoegdesiaonrs 8Dandalslaed: 60MAIr of side face portions 60c, 60d. The
rei nforcenent 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(aj il FARRGsINgPAHeNs Bdy921endoneat-apalet pertiasisi®b, 96 of shé | at
i Al BT oha RS S s e Bl Bl Gold 5037
 oth) *SBRAERTR e rheRbRiite RARTTBE R AR BB PRROBE B 1 s
DL S i baeshiday 96 LONIE LRSS PRckB R S0
shown in FIG. 11, respectively. Each of the heat-sealed portions 96, 96 is

p'rovided on its lower portion with a stopper portion 96a. The stopper
portions 96a, 96a face e_achl other as shown in FIG. 18 so that thc_oppdsitc
15  lower side edges of the sleeve 60M1 are placed on the stoppef portions 96a, :
96a. Each of the stopper portions 96&, 96a is formed by increasing the
width of the lower portion of the heat-sealed portion 96 as shown in FiG.
‘19(a)7. The stopper portions 96a, -9'6a have a function of maintaining the
prescribed position of the sleeve 60 in the main bag body 94 80 that the
20 lower portion of the main bag body 94 can easily be folded into a shaﬁe aé;
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, th.e singlé 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 péi‘tially the width of the

lower portion of the heat-sealed portion 96 as shown in FIG. 19(b) so as to




rei nforcenent flap may however be provided on one of the side face
portions 60c, 60d. FIG 21 illustrates the other nodification 60M3 of the
sl eeve 60M2 as shown in FIG 20. The sleeve 60M3 is identical to the

sl eeve 60M2 20 except that the former has a detachabl e cover portion 60dy.
The sane reference nunerals are given to the sane structural elenents and
the ddecm ptsmalloprajheSenedebeniThe sedoasdbledpaditmzingvieag (91 s dolde@dy i s
formed by increasing the length of the reinforcement flap 60dy as shown in
FI G 200y theséaperag fhewn e FEGy 8rinpdet sasne goapnes asubsscathddabgvd.dent i cal
25 with the width of the front face portion 60a. The cover portion 60dy can

i d of _ i ody. i s placed th
ei nfor cement TR GOy SEaeR A mofSRFaICH By G dheatiaeraoara Borm o
i f f, 1 | .60MB. The , -31 . |
connecr Rt R 167 THEBAERY, MISEROME ety %ﬁ%wﬁa&ﬁwg on 60d
' | ' | ti Okt : y can
a1y e e PR YaNT , (0% SRRl e e OB OME 8V
60dyb ajenpese®as amdihef epyesime fidmtfPivart fickasdiddl godetaphumnsy 5 '

thereof fromthe side face portion 60d. There may be provided a cover,

whi ch iprif eifrede depansiréion s 60m 60wk sTieeveirdortdmsnandpye0sg, bghape so
as to be inserted into the sleeve, in replacenent of the above-described

det achaBFdnéegnallyptarmesh veithythe nppee cdgeseolddur sidse th@npodiioeatacof t he :
the. r eQBLabMe: SIStk 26145t REOREHMTTr hr AEIboA el AUesiaursiapalears of epi ped
180° om0, DR S, hhPR  , n EL, BEL, 11
pr oper g%l’dgglfitnl %%g@' a¥fat &8 16 €hatlzelith aﬁf%éfatr?éu;g&tgﬁaiaeoﬂi ﬁ'n%fﬁiﬁé?i prevent |
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 ‘porti(;ns '
15 60c, 6Odw1'th the reinforcerneht 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 fo the sleeve 60M2

20  except that the former has a detachable cover portibn 60dy. The same
| reference numerals are given to the samé 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 thatr the tip end of the cover portion 60dy is placed on the
reinforcement flap 60.cy— as shown in FIG. 21(b). Such a structure permits

to increase further the strength of the unfolded sleeve 60M3. The




Y ek ok mbbledebi i

15 70a, 70b from projecting downward by applying an easy heating treatnent
to the bottom of the recl osabl e packaging bag. FIGS. 23 and 24 illustrate a
nodi fied formati on method of the bottom of the .reclosable. packagi ng bag
100. The nodified formation method conprises the steps of subjecting flap
portions 100a, 100b of the 20 main bag body 104 to a heat-sealing process
and cutdonmgobfolr phetivn pfehd cover pioostisnd0dherith bhe sidpicief padidry 60tthe f1 ap
portion 100a of the main bag body 104 is placed on a base 111. and a

heat - sédInrayideshwvith @ linepolepedarationssof thgd theoeevanponden ddickieve t he
heat - seal i.n rocess. The heat-seal ing 25 process is applied to the other
flap p‘cﬁaﬁﬁﬂagbfgmasﬁe@rféowthe pide daag payaion H0dse Kingsr e 00dyse

heat - s flap.portions 100a, 100b are vided in.this manner as shown
" o Otshih, iR RBRheN ER P Hiart Botich SOV tacthndd® HeBRRIGE F " he

heak- s b . re cut off as showmn in FIG 24(a) to
forthiq sﬁglbfgqf{%g@ %%tg;c?@%%eggérﬁr%%ﬁ( b) is a schematic view illustrating
t he recl osabl e packagi ng bag 100, the shape of which is changed into a
rectangul ar panaké ehapi mehrolitichl & cothe bivhikBf &r Rpfed segﬁﬁitalf fropQ0X,

100y" denote upper flap portions of the reclosable" packagi ng bag 100, -

* whi ch ahe dtepte andéhdobadeichvetrsed &-shapesohasits belinsabied impackagilegrd)ag 100,
there is not required any step for folding the flap .portions inward as
shown iin rEpEcenent of sbdiaboye-desmrikerhdetd¢laxpslel@numr, port@eb&Odypr ove t he
sel f-standi ng property of the bag 100. The small flaps 10 100ax, 100bx may

however be folded.inward as, shown in FIL.G 10. In the above-descri bed
enbodi ment s Q#nt&err@bBﬁ?'qW%n?H%wlmt?%ar 0?a§ﬁ§ne?le(ﬁj%9§he{9§ a
sl jger rﬁ&%ﬁfé&u@ﬁ%@%g r%kf%%%bﬁ@%alckgglar{g %E,t e _’E)ottom of the reclosable
' packaging bag having a stackable rectangular parallelepiped shape is

formed by bending the flap portions 70a, 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
15 70a, 70b from proj écting downward by appiying 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 porti_ons 160&, 100b of the
20 main b_ag body 104 to a'héat—sealing pfocess and cutﬁng 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 h‘ead 1101is preSsed on the flap
portion 100a to achieve the heat-sealing process. The heat-sealing

25  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, 100bL are

provided in this manner as shown in FIG. 23(b). Then, the tip end




so as to open or close the opening portion of the main bag body. The

sl eeve may have at | ease one portion, which is joined to the main bag body
15 by a suitable joining means such as adhesive, heat-sealing or the |iKke.
The shape of projections of the sleeve is not limted only to a triangle,
but may be a trapezoid. According to the present invention described
‘above, Ro@idnnekihc hest-eneled Sappovtides H@mglGHeaopent off oshbem iof - t he
mai n ‘ba by the 20 inpsert ection nmolding so as not to extend to

t he hea‘%cggg‘?{@d t9ofariy minalli flaps tm%%&%o?%ssf‘ e 2440 é‘a@cﬁchﬁ@aﬁf@ri od of
body 1 NP L SFR e dBTe R sAlER HOAGIEE Be bl G68 STApE bRvAKD fai n bag
Chr oo iSO R b e AR Bakote Pheet>) T8 BICEPRPEN R

appsoprihahferald engok, t?obf}e 4ORER ql@égilfgﬁ[i%‘rp r}’iﬁiﬂhhtlﬁg tHQ%e%l %ﬁlg‘ 0 bear

sufficiently the stacking’ | oad. -33 e easl|
por ti orpatkddifgiapeanof astienelre K& inl 4 ab18edtdtatd.ol Bi 8dchfa toacsRbie bag
body, so as to nmake it possible to prevent the occurrence of unseemy
out war charkggingi bag of0@ hehtmnts ot requisedt ang gepviati fgldingi e flapki ng
appearance of the three- 5 dinensional nmain bag body. -34 WHAT IS CLAI MED
1S 1 m%xmmwdmm&%vmndaca Foc| by additipacitay smplb 8gpswHi@ixk,

heet of filmmterial in tw to

conpri se t he ste s, of di a single
pr epar et %P’FHJ%PH dhesel- St@é’é{]ggﬂmﬂ‘iﬁ'ﬁ’e ﬂ?ﬁjbéﬁﬂ&ﬂ ‘te Q?&é‘“@é@éﬁ’sof whi ch
hayg nofo&sy yféo@%%%‘ay h%'m?e%%r & 188G 4s shown in FIG. 10.

In the above-described embodiments Ao.f the present invention, the '
linear fastener majr have a slider that is rnqvable along the linear fastenei‘
S0 as to open or close the opening portion of the main bag body. The
sleeve méy have at lease one portion, which is joined to the main bag body
15 Dby a suitable joining means such as adhesive, heat-sealing or the like.
The shape of projections of the sleeve is not Iimited-only to a triangle, but

may be a trapezoid.

Ac.cording to the present invention deécribed above, the linear

- fastener is provided along the dpéning portion of the main ']:.)ag body'by the

20 insert injection moldihg S0 as not to extend to the heat sealed portions. It |
is therefore possible to feduce' 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.

.._33_




fol di ng upper portions of said non joined nmain bag body so as to be
" separate fromeach other to forma pair of bent portions; placing said pair
of bent portions in a linear-fastener nolding machine; continuously
formng first and second |inear fastening nenbers for a |inear fastener on

i nner surfaceiyof,said aﬂr of bent portions of said main body by an
i nsert injecti 6HW?6@%HNSF ? &bt iDFBIdRble o 9o ih6slineasifgstensages
t her eof; d. heat - ng i d opposite side edges of sai.d non_joined main
bag bo ?}Cﬁg%‘?s e Tpiding; ?éﬁ?ﬁ 3t Dag Rl r 89 Aot FReket RgsaiedPosabl e
packagi , i LS P f. faoldi.ng.a si e sheet of
film te}’?@? E%@t%@ge}épgpgfeugg%gﬁi}f Oc?%tgnaar r?gi%rojf)%borboac%h&p%ﬁand
| over  edgemnand j t i o] LEN 2 et been
j oi ned mﬁthtggcﬁﬁg%hgé?ﬁﬁgr ng ghgﬁgsout nggﬁ@uppe??eﬁg gggtﬁén%"her of
sai 8 ophinsitstosalensigigesg beklysai d non joi ned mai n bag body; folding upper
portions of said non joined nmain bag body so as to be separate from each
other to forma 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 nolding machine; continuously formng fist
and second |inear fastening nenbers for a linear fastener on inner _
surfaces of said pair of bent portions of said non joined nain bag body by
an insert injection nolding, respectively, excluding opposite side edges
thereof; and heat-sealing said | ower edge and said one of opposite side
edges of said non joined nmain bag body over their entirety and o
“heat-sealing only said upper end of said other of said opposite side edges
of said-non joined nmain bag body. 3 B '

—34~




-35 3 A nethod for manufacturing a recl osabl e packagi ng bag, which
conprises the steps of: placing opposite edges of a single sheet of film
mat eri al one upon another and heat-sealing overl appi ng portions, of said
si ngl e sheet of filn1 5 material over their entirety in a |ongitudinal

di recti qgpiOr g.seal ed portion, so as to prepare a non joined main
bag body, upper an mer ends are opened fol ding said non joined main

bag bod fl I
romons of opphart@odRTaAEuERatua e ko ik BT Rl WHE S REEE0 0 oy o

prescri bed dlstﬂ@@&msborn1ng cut-outs on upper ends of said opposite side
edges of said non joined main bag body; folding upper portions of said non
j oi ned mai n bagfdday asingeshest Of)@ﬂ% & ool [ eRdie 8tiearioed f¥iin a pai r
of bent portiong, tion nding to
a length of sai g %ﬁ‘?{i}gu BQ‘S g’??pgdggéFi palgrggg#-%&[hm%& e"t%%BP
Iinear-fasteneryﬂmﬁdMMQamedhwne continuously formng fist and second

| i near fasteni ng menbers for ?%‘%r fast ener on i ngl%{}asurfaces of said
pair of bent po Qg pper QSTthSZDC njOBTJ rﬁa}lﬂ ©nb§ nsert

i nj ection nol di gg, -f£8 §ﬁ5 S|de edges t her eof ;
and heat -seal i ng aal O\Ag[?l%ta%ﬂ toi%i‘rg R)anquglg]% naﬂl%h bag body over its
entirety and hep]laemgaﬁldtpg1r@ﬁ|byntsmirlnbrupperlmeareﬁastomersmldmgppmuee side edges
of said non jOIne met had for nmanuf act r|n

recl osabl e pack&Yt Wﬁoﬁi%qa]gﬂpghﬁlm[:&ﬂ‘prsieg‘&d ﬁﬂ%ﬂfs’éﬁéts?nsfm%ﬂ ﬁ’é Bt | east
two sheets of fjihdpy PRERE! 8h iRHRE stiPRRs BP 9418 Phirld? 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 body

over their entirety.

2. A method for manufacturing a reclosable packaging bag, which comprises
the steps of:
folding a single sheet of film material in two to prepare a non-joined main
bag body, upper and lower edges and one of opposite side edges of which
have not as yet been joined with each other;
forming a cut-out on an upper end of the other of said opposite side edges
of said non-joined main bag body;
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, 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 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
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.
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prepare a non joined main bag body, upper and | ower opposite edges -36 5
and | eft-hand and right-hand si de edges of which have not as yet been
joined with each other; folding upper portions of said at |east two sheets
of filmmterial so as to be separate fromeach other to forma pair of
bent portions; placing said pair of bent portions in a |inear-fastener
nol ding 10 nmachine; continuously formng fist and second |inear fastening

menbers3or A hewad fastreaaufaturiien seHlHassR 9Ec§§%ﬂ1§3;%h ¥bhiaNt
portions of said non.joined main bag body by an insert injection nolding,

r espect i ¢eigprisexthe dteps ofposi te si de edges thereof; and 15 heat-seal i ng
said | ower edge and said |eft-hand and right-hand side edges of said non
j oi ned mai n bRPHHGORRPILE Iggiges @itd pistgle sheeTlod fitat hoateatml orad wepdni N any
one of d ai 1tg.,4, further conprising the step of: inserting a sleeve
f or keepPH&@%%@&?‘?%B@%QVW@R% rArdopag! seddiginglesbent of filfit er

| ai med i n_any one of C ains

ongl et . the final. step. 6.. The meth C
118 & PlaRre Vs AR iond e 2 oBpielghadf dirér a0 dofh albeing o

prescri bgdyehanstain s&l i 4l osaid non | ai ned main bag (body.
D7 RECLOGARLE %ACK%C?‘?V%S@&'TA%%%E?% Jﬁ’&?& lﬁﬁlﬁkﬁéﬁﬂﬂ‘f}’a UBReh #d ABSTRACT
OF THE Diow#:CeblRE ohergisdragnbl e packagi ng, bag conprises a main bag body
havi ng an opening portion and at |east one heat-seal ed portion; and a

linear fastenfuldimg saidiesrejoihed wpenibag Bodyiiana fattdatdBbnbagkhedy. The
~linear fastener ‘ . ' o
heat sealed portion locates apart from one of opposite side edges of said

S 10 non-joined main bag body by a prescribed distance;
forming cut-outs on ﬁpper ends of said 'opposite side edges of said
hon_—joined main bag body; | '
folding upper portions of said non-joined iﬁairi bag body SO as to
be separate from each other to form a pair of bent portions, said upper
15 portions having a length 'correspondiﬁg to a length of said cut-out;
placing said pair of bent portions in a linear-fastener molding .
machine; | " -
Continuously' forming fist and second liﬁeai fastening membefs for
a linear fastener on inner surfaces of said pair of bent portidns of said .
20 non-joined main bag body by an insert injection molding, respectively,
excluding opposite side edges th.ereof; and
heat-sealing a lower édge of said non-joined main bag body over'
its entirety and heat—sealing only said upper ends of said opposite side

edges of said non-joined main bag body.

4. A method for manufacturing a reclosable packaging bag, which
-cbmprises 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
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I's provided along the opening portion of the main bag body by an insert

I njection nolding so as not to extend to the heat-seal ed portions. A

nmet hod for manufacturing the bag conprises the three steps. First, the
first and second |inear fastening nmenbers are fornmed on a prescribed
position of a sheet of filmmaterial by an insert injection nolding so as

to Be spagrilldftoraRdehOfgst-hdh@s8dt ¥R JIOwARI Bhsc &t 889299akLe Wi th

each other to forma linear fastener. Second, the sheet of firlm material
i s fol dedoirred witlseathaithefye fasteni ng nmenbers can engage with each other.

Third, each of opposite portions of the sheet of filmmterial thus folded
i s heat - seal ed”Okcgngdimp@T pertiens fesdid caiplaaist tws. sIFd:e;;s Jof film material
so as to be separate from each other to form a pair of bent portions;
placing said p-air,of bent portions in a linear-fastener molding
10 machine; - | |
continuously forming fist and second linear faétening members for
a linear féstener 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 . -
15 heat—sealing'said- lower edge and said left-hand and right—hand |
side edges of said non-joined main bag body over their entirety.

5. l The method as claimed in any one of Claims 1 to 4,’ further
co}nprising the step of: '
inserting a sleeve for keeping a prescribed shape of said main bag

body thereinto, after completion of the final step.

6. | The method as claimed in any one of Claims 1to4, |further

qohlprising the step of:
placing a sleeve for keeping a prescribed shape of said main bag

body in said non-joined main bag fbody.
i
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