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

manuf acturi ng such a recl osabl e packagi ng bag. Description of the Rel ated
Art A recl osabl e packagi ng bag 1, which has conventionally been used, 10

conprises a main bag bodpptrOSABIE PR KhestNeneA@ mspshown in FIG 25,
The main bag body 7 is forned by placing two sheets of plastic film

material 2, 3 one upon MEITHED MR MANUVEACTURING SHMEsi t e side edges

and the | ower edge of themso that the main bag body 7 has an upper

openi ng portion 8 and heat-seal ed portions 4, 5, 6. The linear fastener 9
15 is pr oBACHGROUND I QRETHEUNVASNTOON he openi ng portion 8 of the main
bag body 7. The opening edge of the recl osable packaging bag 1 is cl osed
by subjecting the opening edge to a heat sealing process after filling the
bag 1 wi teldnhel tnlerantionhe | i near fastener 9 is conposed of a fastening
menber havi ng a mal e-engagi ng portion and the other fastening nenber 20

of thedabove: meniFoREtybe oLt ARG AG DabScknEne: fdkrSialsbaloPes TS
£t , e . . '
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the |inearmpd{agi#R@bhay. 25 The one fastening menber of the linear fastener 9

thus cut i's temporarily -1 bonded on the inner surface of the one edge of
the sheet 2. The other

Description of the Related Art

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

10 comprises a main bag body 7 and a linear fastener 9 as shown in FIG. 25.
The main bag body 7 is formed by placing two sheets of plastic film
material 2, 3 one upon another and heat-sealing the opposite side edges

and the Jower edge of them so that the main bag body 7 has an upper
opening portion 8 and heat-sealed portions 4, 5, 6. The linear fastener 9

15 is provided on the inner surface of the opening portion 8 of the main bag
body 7. The opening edge of the reclosable packaging bag 1 is closed by
subjecting the opening edge to a heat sealing process after filling the bag 1

with the contents. The linear fastener 9 is composed of a fastening
member having a male-engaging portion and the other fastening member

20  having a female-engaging portion.

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

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



fasteni ng nmenber of the linear fastener 9 thus cut is tenporarily bonded
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 nmain bag body 7, 5
causes the fastening nenbers of the |inear fastener 9 to be secured firmy
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each of both side portions of the nain bag body has a thickness, which is

i denti calprbeesdlewh@tialis appliea thilekrpsetoDh, Bhe foren thBaahsn g bbey 7,
t hi ckness of the fastening nmenbers. There is required enough pressure and

quant 5ty cafusesathechinswéninly meenbast ehilnglineabéisteaan Ol be seelired fiandy

def ormed, when applying the heat-sealing process to the opposite sides of
t he mai n cdpathbdoper Aurksgei ofedheperaindoag bodpe? .f or the heat-seal i ng process
is therefore extended. The step for cutting off the linear fastener to the
| ength, which is identical to the width of the sheets of plastic film
material, and tH@ %}%BLPBF‘H‘QBU{S’W ﬁ@nf’ﬁ’étlff%@f ERFINgS AERE (8RS i near

fastener on t.he inner surfaces of the.sheets o lastic filmmaterial are
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bag body. Consequently, each of both side portions of the main bag body
has a thickness, which is identical to the total of the thickness of the two
sheets and the thickness of the fastening members. There is required
enough pressure and quantity of heat by which the fastening members can
15 be melted and deformed, when applying the heat-sealing process to the

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

heat-sealing process is therefore extended.

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

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

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

for manufacturing the above-mentioned reclosable packaging bag.

Improvement in processing efficiency may be restricted.

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

as merchandise in a stacked state.

SUMMARY OF THE INVENTION



An object of the present invention, which was made in view of the
above-descri bed problens, is to provide a recl osabl e packagi ng bag and a
met hod for manufacturing such a bag, which permit to reduce the period of
time for process and inprove the processing efficiency. 5 Another object of

the present | ”V?Q{ebﬁfbdt%ﬁt\‘i}gp{) e'eo?jiﬁvéﬁﬁ'oﬁs%%ﬁh &éﬁ'&ﬁ‘&@ié‘.@ngﬁg\y diftineh 1S

stackable. In o o sol ect conéerning thé perio tinme for

process aKbdeNBeBENBEE TroBiahkl ¢ edProva gleeﬁﬁ,lab@f; packagingvhgdut af he

d8
present invention conprises: 10 a main bag body having an openi Rg portion

and at | easthoddor heahufeatiethgetuthod baghavisichi pagnititasiciate tHopetied on
sai d opening portion of said main bag body, wherein: 15 said |Inear

f ast ener dfstipreofprdashcakes g angropethagprpoessing effickmiay. mai n bag body by
an insert injection nolding so as not to extend to said heat-sealed
portigons. The heat sealed portion may be provided on each of opposite sides
of saPd main bad\BRI@Er ehjechef KhatpresgnednpertipnristayPHyige & redasableone of
a pair of 0Si faces of sai in bag body. The heat-seal ed portion
may be prRRFEREINEP2ENVEHILISH SRS 6f said one of said pair of opposing
faces. The recl osabl e packagi ng bag may conprise a sleeve, which is 25
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process and the processing efficiency, a reclosable packaging bag of the
present invention comprises:

10 a main bag body having an opening portion and at least one
heat-sealed portion; and
a linear fastener provided on said opening portion of said main
bag body,
wherein:
15 said linear fastener is provided along said opening portion of said
main bag body by an insert injection molding so as not to extend to said

heat-sealed portions.

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

of said main bag body.

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

opposing faces of said main bag body.

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

said one of said pair of opposing faces.

The reclosable packaging bag may comprise a sleeve, which is

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



The sl eeve may have a pair of projections each having a triangular shape,
said pair of projections being capable of comng into contact with a
bottom of said main bag body and being foldable. 5 The sl eeve nay have at

| east one bendabl e reinforcenent flap, which locates in a vicinity of said

openi ng portiontefe Sakde AP Heal@eEKk. The sleeve may have a detachabl e
sl eeve portion that 1s accessible when the recl osabl e packagi ng bag is

opened and whi ch when detached enables the sleeve to relax from said

prescribed threahd stessé onay mh@rtePairl@f Projectionoleashmayvibg 4 ofigpgular said
det achabl e sl eeve portion to facilitate its renoval. The main bag body may
be fol dedshape saigmpedc of pedjeshbpes being tdyeablei ofeam fras iretoecomtemy t vatle aeasi | y
bendabl e portions, which facilitates the folding of said main bag body. 15
The | i nedvottamt ehsaidvmaindvag hotdyraind Heing doldadpleenber and a
mal e-fast eni ng nenber engageabl e therewith, and said easily bendabl e

i flat portions, which are for novi n

portiQns may conpris d by re

partially said Aasleesomdy RA%ee AbdFagh@nsaPan %iefrggpr&%@eﬁgn%%ﬁh The
flat portiopn have auxi.li.ary. sealing.neans,.said auxili.ar 0 sealing
means bei‘ﬁgl%hg(gcétgsé? acglrﬁl?iﬁyi%t?l SRAERBR YOI, RF S8 cﬁg}alpogg%éodya space
between said flat portions. The main bag body nmay have at | east one stopper

portion for  posijd glggf?g ng%{;%ﬁe%ﬁ%taél%alr?lrggsl%e&(ﬁpépﬂi(‘!ﬁ thide iQng&gésiPlet he

concerning the stac perty, osabt e packagi ng bag o

present iwyent i réA8BALREpacRalhig Haggisb@ﬁyné@\dﬂw v cCRPGHeRnd deidreen and
at | east one heat-sealed portion; an

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

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

facilitate its removal.

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

folding of said main bag body.

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

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

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

a space between said flat portions.

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

positioning said sleeve.

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



a linear fastener provided on said opening portion of said main 5 bag
body, wherein: said reclosable packaging bag further conprises a sl eeve,
which is placed in said main bag body, said main bag body being fol ded
into a prescribed three-di nensional shape defined by said sleeve so as to

keep 10 saj ' 1 hriee; di re0alt SRARS: .0 solve the
obj ect coﬁéccz?%tﬁgﬁ%égg%ébgoﬁ%gfﬁﬁygor t.prO(E:HZIsOs‘,rl g?\ I%1-ﬁ§ee§p’)ro.(:essi ng
efficiency, a g Hﬁﬁir@fbég‘%dﬁf%n%%rﬁp&ﬂn f orilBAUAAA! HE 1188st Bae
recl osabl e packagi ng bag conprises the steps of: formng first and second

| i near faptenkpgledepbaionoand prescribed 15 position of a sheet of film
material by an insert injection nolding so as to be spaced from each
other, said firds limedrstastewder prewidedashesaidgopemning portiennaf saighgesdhl e
with each other to forma |inear fastener; folding said sheet of film
mat eri%al hagibeglysaid first and second |inear fastening nmenbers forned
thereon in tw so that said first and 20 second |linear fastening nenbers
can engage with WHEFEIBE her; and heat - seal i ng each of opposite portions of
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prescri bed position of a rolled strip” of terial by an insert °-5
i nj ectd onsan Brétriivedshide-Bemepictall slapeach other, said first and second

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

forming first and second linear fastening members on a prescribed

15 position of a sheet of film material by an insert injection molding so as to
be spaced from each other, said first and second linear fastening members
being engageable with each other to form a linear fastener;

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

20  second linear fastening members can engage with each other; and
heat-sealing each of opposite portions of said sheet of film

material thus folded to form side heat-sealed portions.

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

process and the processing efficiency, another method of the present

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

continuously forming first and second linear fastening members

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



| i near fastening nmenbers being engageable with each other to forma |inear
fastener; cutting said rolled strip of filmmaterial into a separately 5

i ndependent sheet of filmmaterial; folding said sheet of filmmateri al
having said first and second |I|inear fastening nenbers fornmed thereon in
two so timgectien dndidiag sands tes deosphdedfram éash ether swdiiass anadnsesogalge Wi t h
each other; and heat-sealing each of opposite portions of said sheet of
film 10lineaerfaatentihgsnichtbeds tlecihgr emghgralileawitdezioct pthen éasforfhe | i near
fastener may continuously be fornmed on said sheet of filmmaterial so as
not to elnearfayengrd heat-seal ed portions. In order to solve the object
concerning the perjod of, ti ss, and the,qrocessin efficjency, a

for roc
further anot herCHginggsaid tﬁled153t5ﬁés‘éﬁtﬁli%v8?ﬁtie&? f SP e uPERRARERY t he
recl gsabl e, packagi.ng bag mprises the steps of: folding a single sheet of
fil m%srrat Qﬁ%eq(ﬁg}%\%“?% %f_r@%ﬂrrga erﬁ%ln_ joined main bag body, upper and
opposi te side eflgas 0L histlredWerAl niferik® hREAR dAHNRELUHA APt her:
20 fol di ng upper portirons of said non jolned main®bag body SO0 as to be

separ at elifﬁ:ﬁf“fﬁ@ﬁéhiﬁghﬁ{erhﬁewrfﬁ}ﬁeﬂalﬁei%hnb?ri‘tt“@rsbi st sRIPSirsd a5Ri d pair

of bent portions iIn 't near-fastener nolding machine; continuously

form ng &é&dn@mithes@dBBERN indeRIerh BEELOAN @nFRFEarZhicich dthe; lanwear fastener
on inner surfaces of said pair of bent portions of said main body by an

insert injecti oheabkdaling easheofi yppysitexpbriomyg oppsedidt shest def ddges
thereof ; and heat-sealing said opposite side edges of said non joined nmain
bag 10 material thus folded to form side heat-sealed portions.

The linear fastener may continuously be formed on said sheet of

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

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

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



-6 body over their entirety. In order to solve the object concerning the
period of time for process and the processing efficiency, a still further
anot her nethod of the present invention for manufacturing the reclosable
packagi ng bag 5 conprises the steps of: folding a single sheet of film

mat eri ahoi) Fe theiPERBAES. @ non- joined main 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 sirderddges gblaaitdenobjdcei amscarming bidg: petticd fodl diitg fopper
portions of said non joined main bag body so as to be separate from each
ot her t précrss angahe mfockessingpefficicamsy, ssstill fupfier apathteransthed bhthea | engt h
corresponding to a length of said cut-out; placing said pair of bent

porti onpreserd |inveatiomastarmnemamfdciring 5 thachiealosabbnt packaging foagi ng
fist_and second |linear fastening nenbers for a linear fastener on inner
sur faceSOBIPRSEY thaStERY 0gent portions of said non-joined main bag body by

. e SAU. e R Do main_bag bo
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edges oloirsd hatf"ohe 5, TBBCRAMP YR EledBh BHEINELDANE e oo

of sai defgbsiophiiokn HBVE PRGLIN bed:l itler with sy othee obl ect concerning

t he peri of time for 25 process and the processing ef’fici ency, a still
further anothefori®inzod @it-blie orP LS Apper ANF ARl StheFedUEAict Upposite he

recl osabl e packagi ng bag
10 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
15 machine;
continuously forming fist and second linear fastening members for
a linear fastener on inner surfaces of said pair of bent portions of said
non-joined main bag body by an insert injection molding, respectively,
excluding opposite side edges thereof; and
20 heat-sealing said lower edge and said one of opposite side edges of
said non-joined main bag body over their entirety and heat-sealing only
said upper end of said other of said opposite side edges of said non-joined

main bag body.

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

comprises the steps of:

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



conprises the steps of: placing opposite edges of a single sheet of film
mat eri al one upon -7 another and heat-sealing overl apping portions of said
single sheet of film material over their entirety in a |ongitudinal
direction to forma heat-sealed portion, so as to prepare a non joi ned

mai n bag Qx’i’éibhe_r%ﬁ"?rklx@é‘tdséélmé ov@ﬂ‘é??@régiﬁg)‘%%%@i oPsdifl §indge 3kt l@?'f'ihinOi ned

mai n bag body 1n a flat state so th heat seal ed portion | ocates

apart fromaeegabbvepiesieatiedeireddeagnflids@ardiraetiohabietn@heabagaleedy by
a prescribed distance; form ng cut-outs on upper ends of said opposite side

edges of partibnnen-gotogiepara dagprbisinedlth-dinl bhgdadypenpper bindnbowdér sai d
non joi ned main bag body so as to be separate fromeach other to forma
pai r of bendsgsetdpsmed;sai d upper portions having a | ength corresponding
to a length of said cut-out; placing said pair_of bent portions in a,

| i near® f ast ener fRiH@ENRRIdvaeRTREICd SnRishbag b i eollat Atatei 5 thabsaktond

| i near fastenin nbers for a linear fastener on inner, surfaces.of, said
bai t ot ARt BERISoRG pn BFaC BRATOA%R RE A GRROSUE, S8 CHgtnahrrid

i njection | din [ iwve excl udi.n osite side edges thereof;
and heat-rslggljghrég%n?%]%ﬁggdﬁoedb}cl)]pysaapgesn%hb‘ig%%ﬁ%&nﬁgfn bag body over 20 its
entirety and heat i NG | : L } Fde: 5 edges
of said non joi ﬁ%&ﬁﬁng?na%agﬁg%gg%@lé%%{é? %tIP ga’ls(gﬁ?ée? ﬂg o@fgggg%%g%rdni ng

the peri ofoatjolihé® rhain bRgAsS®SEs and the processing efficiency, a still
further another nmethod of the present invention for manufacturing the

recl ogmbl e packafgildighgbagper 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;

15 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 a lower edge of said non-joined main bag body over
20  its entirety and heat-sealing only said upper ends of said opposite side

edges of said non-joined main bag body.

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

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

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



25 conprises the steps of: placing at |least two sheets of filmmaterial one
upon another to prepare a non-joined main bag body, upper and | ower
opposite edges and |eft-hand and right-hand si de edges of which have not
as yet been joined -8 with each other; folding upper portions of said at

| east twyigheats &hdrt | m material so as to be separate fromeach other to
forma pair of bent portions; placing said pair of bent portions in a

l'i near - f ast ener foldirl m@pper poctivme of said ianuedst ywb wheetg ofiffim anatesedond
| i near fastening nmenbers for, a linear fastener on inner surfaces of said
pai r of Ilseras tmbeisapmrate fwim eaunoilotmidforen rm paiy dfcigntypoamonsser t
injection nolding, respectively, excluding opposite side edges thereof;
and 10 heat -seap?&@ngaﬁ%ildl drer addgentimersigng ifa lnear-asdeneghnoking  side
edges_of sai d non joined nain bag body over their entirety. The method may
further 6’6%‘?‘1“5% the step of inserting a sleeve for keeping a prescribed
after i,on.of the fin

15 The met hod ny LRGNy dormprrg b5t RpcEhdsng ERTEL Finy Bt infBopbiRr = P
gab body > BEERE RRERe ARGk e ShEr Ry N Rl T AL o P T
Fla 2 eofio iR PRaer PR RobT P R e B el RIRLTp R enRayon
packagi n@xeaadia 6ppusite Bidié @dges thereof; and

10 heat-sealing said lower 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 sleeve 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. 1;

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



FIG 3 is aviewillustrating an exanple of the nethod for formng the

|l i near fastener as shown in FIG 2; 25 FIG 4 is a viewillustrating

anot her exanple of the nethod for -9 formng the |linear fastener as shown
in FIG 2 FIG 5is aviewillustrating the linear fastener, which is

formed T&mﬁféﬂﬁé’ﬁ%@r%&fbr{é}%é spg@n imstaner form ng net hod as
illustrated im FIG FIG 6 1s a plan vi éw of another embodi nent of

t he- recl osabl e packaglng bag of the present invention; FIG 7 is a view
illustrating tRBGS Brista site&gleétrhﬁagaaﬂﬁgémfastenes,whﬁfh idhéormeed dsabl e
packagi ng bag of the present invention, in which the contents having a

r ect angakcaorgdmtewstiapbe direarefasiterer fadnFlginahd as lesirat¢disn rRiG.ng t he
second stage of the packaging process of the recl osabl e packagi ng bag of
the predent invention, in which the contents having a rectangul ar

pl at e-shape are received; FIG 9 is a vieM/iIIustrating the third stage of

t he packagi ng fLocess of t he recl gsabl e pack ag pof. the
i nvehti on, cle 19 8 Plan  YisHe f ApAhergex %%éid'tg"ﬁ’é pﬁﬁha %Ftciogéﬁgﬁe are

receive view illustrating a packaged article, which is
obt ai negiacg?%l?g%eﬁq ialme ﬁgecﬁe&t 151|v§n%1 aging bag wth the contents having
the rectangular plate-shape; FIG 11 is a plan view of another enbodi nent

of the reclosapyg, 749 aoﬁ%&aﬂld%r?ﬁﬂg‘&etﬁ}%t %’t&%:f&f tHé‘iﬁﬁBké%ﬁ'}gDﬁé%eséz is a

schematic view of a sleeve use he recl osa packagi ag as shown

Ibn glg of lthe k& lodabies packagin gl baleTne s p‘z‘éséﬁtemvérit‘;@ﬁr@rﬁlxﬂﬁlc&ﬂ tpasi |y
endapl e

contents having a rectangular plate-shape are received;
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 with 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. 13 is a partial perspective view illustrating an easily bendable

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



portion of the linear fastener of the reclosabl e packagi ng bag as shown in

-10 FIG 11; FIG 14 is a cross-sectional viewillustrating an auxiliary
sealing nmeans provided on the easily bendable portion as shown in FIG 13;
FIG 15 is a cross-sectional viewillustrating a nodification of the 5

auxi l'i gr¢y, sealing neans as shown in FIG 14; FIG 16 is a schematic view
illustrating steps for manufacturing the reclosable packaging bag of the
present invention; FIG 17 is a schematic view illustrating the other steps
for manuf actiliG.ny4tisea ceobosabtionphokeryiily sheding anhaupilesynsedlinvent i on;
10 FIG 18 is a plan view of further another enbodi ment of the reclosable
packagPrpibapreovidedorpthe @asilyhendalble; pntion as shoven pakt!Gal 13¥nl ar ged vi ew
illustrating the stopper portion of the reclosable packagi ng bag as shown

in FIG 18; F s a viewillusirati a modi ficatiqon of the sleeve as
shown 15 in ﬁ%s %gs;% EFF@SSAC?%OB@-{/YW ﬂﬁﬂ%@?lasi%gl%d aitlﬂncaf [ of the
sl eeve as .lshown in EIG 20: FElI G Zzoﬁ@%a](fp,erspecti ve view illustrating an
exahpl U8t 1%{yb%?2f18?§ I’?Qﬁ%?ﬁﬁh%’?% ed”in the recl osabl e packagi ng bag

of the present 20 invention; FIG 23 is a perspective view illustrating

et SxambiRy Ofl el AURIMAAL AELOIRHNHg NSefl /Br hanbeabonRp e o

packagi ng bag the present 1 nvention; Vi ew
the bothefeeloshbte packagaty Bag of the present invention;

FIG. 17 is a schematic view illustrating the other steps for

manufacturing the reclosable packaging bag of the present invention;

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 portion 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;

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

20 invention;

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

present invention,;



packagi ng bag, which is obtained by the exanple of the bottomformation
nmet hod as shown in FIG 23; and FIG 25 is a plan view of the conventi onal
recl osabl e packaging 5 bag. DETAI LED DESCRI PTI ON OF THE PREFERRED

EMBODI MENTS Enbodi ments of the present invention will be described bel ow

with referencer{@, the o ayi sy fléstratihkl WBEr dbeoran o xei®| redidsamiech a
recl osabl e packagi ng bag 10 of the present invention is applied to a

sel f - st atbkagihy beg; edbiohals! ebtaineddgi tige bagmplbofthkefbsttamdiomgnation

recl osabl e packagi ng bag 10 conprises a main bag body 14 and a |inear

f ast eneméthod s steiwnhagFlGhdely; andi s conposed of two sheets of film
material 11, 12 for formng the opposite faces of the bag and of a sheet
of filmmterial 13 for formng the 15 bottom of the bag. The Ilinear
fastener 15 ispPodiés oplaneiewnAtthe wanueatiosalt Feloyie ngepersingn of
t he inqbag body 14. The above-nentioned main bag body 14 is prepared by
fol dPng %% sheet of filmmaterial 13 in two, placing the thus fol ded
sheet of film material 13 between the respective |lower portions of the

Tol ded SRECIBPE PIERC R LIS O TR SREERRIE L RMBBIANENES Mg the

opposite side portions of the sheets of filmmaterial 11, 12 to form side

heat - seal ed porEHBRdihEntd ®f B Heakns sakkeAtiohh % illoBeT dPTihaN Hdbwt he
sheets of filmmterial 11, 12 to0 forma heat-sealed | ower portion 17. 25

The aboveitherdfemee wheed drawihigém material 11, 12, 13 are formed of the
sane plastic filmmaterial. As such a sheet of filmmaterial, there -12

can be .used for exanple a lam nate filmconposed of a polyester film
FIG. 1 1llustrates an example in which a reclosable packaging bag
10 of the present invention is applied to a self-standing type reclosable
packaging 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 material 11, 12 for forming the
opposite faces of the bag and of a sheet of film material 13 for forming the
15 Dbottom 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, placing the thus folded sheet of film
material 13 between the respective lower portions 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 side heat-sealed portions 16, 16
and heat-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



having a thickness of 12 u m an alumnumfoil having a thickness of 9 u m
and a pol yethylene filmhaving a thickness of 50 ,um or a lamnate film
conposed of a polyester filmhaving a thickness of 12 u mand a 5

pol yet hyl ene film having a thickness of 50 Am The above-nentioned |i near

fast enecahShk SusedEes eckahple feMEnafea FleNicoeh Elof 18 potedter film
mal e-f ast eni ng nenber 19 as shown in FIG 2. he |inear fastener 15 is

provi dethaatinge thieknpsnohd2endmotant die mixviunmbiad hdrddy d thimkdelsa®f® lengt h
corresponding to a value, which is obtained by 10 subtracting the total

wi dt h ofm einel 8ipddy¢tdpiene fllmdhpoing akickhess®ifTbm ther amerag dom of the
mai n bag body 14, as shown in FIG 1. Contents received in the

sel f - st apmpRrad pd peddveyics Bhekdgvie dathicknesy RAVE2 ashuand o

rect angul ar pl ate-shape. Jn such a case he self-standing type reclosable
packagi er’?fb%%lY e Hnb]éa}ﬂ’éﬁ“gﬁr%%ﬁckl?ﬁﬁ %féé é&dBe or a rectangul ar

paraIIeLepiped. It is prefgrable tofprovide easil¥ bendabl e portions sgch
, . . . 8

the mal ot ast epi ibiesafert o e AL R 18 ia BFhBRSS of BGEAa® "

facili : S 1 q

the t hi cRosee o A T e e e S A S B ber 18

and t he T Bnkasifeien@rNESRE prodidedl AR thé Bpehdh icdidSof Hhémain bhgstrat es
an exanple in which the fenale-fastening nenber 18 and the mal e-fastening

menber Ithdyhad dod hdshe lenggarcorfespoeniinglto avelne) whdch ds toheairedibpag body
14 during the formng process 25 of the main bag body 14. The

f emdle- fasiteacting tbeiiotaligidimdof the sidelledtastadad mprimemsel6,16 froemjtbened to
t he upper portions 11 a, 12a of the sheets of filmmterial 11, 12 for the
mai n badTHIGWidth pbthr&rainebge brsly 14,18s shown in FIG. 1.

Contents 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 portions 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
preferable 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
fastener 15 are joined to the main bag body 14 during the forming process

25 of the main bag body 14. The female-fastening member 18 and the
male-fastening member 19 are joined to the upper portions 11a, 12a of the

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



opposite side edges of the upper portions 1 la, 12a are not joined with
each other. Mre specifically, the upper portions 1 la, 12a of the sheets
of film material 11, 12, having the opposite side edges, which have not as
yet been 5 joined with each other, are bent at right angles in opposite

di recti onpeeitessitie dizesafahzteppeopoadens dtlzer.2alie nppinepdmtitioeach | a,
12a thus bent are placed between dies 20 and 21 of a |inear-fastener

nol di ng mébhi.ne as shown in FIG 3. Then, synthetic resin such as

pol yethylene resin is injected in a nolten state froma gate 22 of the die
21 to nol ding spaces 10 through runners 23, 23 by an insert _injection

nol di ng. Conseqd&eia §pecifipally e g BPPSE AR Snbhdet 22 9f hg shgsts of film

nmal e- f ast enj n 9 are_. joined, onto the inner ., surfaces of the bent
Coper | norbbeal TTaf, Baviismd Spposiie Sdnbfecs Jbich g SBRben YE DERR 1 he

mal e- fast.eni ng. nmemjer, 19, has__a |l er.length than the enti i of the
Tai 1 Bag JEBTATH Rarh brReE ard FREet fenselibig i AlroTsdibid ot s
correspondi hCh i b i wi dt h
o the oi debpaspafaliftinn M Uthér, AHERR YoRMA 335, Kbd iy il
subsequenirensaeed Hetiverd dir8 RNLhHS WolhNirar-tdi®eAdt hdlathdathenlde okl G 4
illustrates 'an exanple in which the femal e-fastening 20 nenber 18 and the
mal e- f astgivrg ieFIer. 39 trheh,f omiHeiR residasuchastepelyefldylane jezined to a
sheet of filmmaterial 30 prior to the formation of the main bag body 14.
Mor e spednféctatlliy, athelteansiade flagineaigage Rrod theglian?l]l tthemntding $patasni ng

menber 19 are joined on one surface of the sheet of filmmaterial 25 30 so
as tdOpbe @ya HRBRETS (o achy cithdnse BHeaHonnmolding, GonprasMdyt he

ol di ng. it BB AR ONE TRGTGT Wbt Kbé: Malirdh e B e tohd Kidsi n
joined onto the inner surfaces of the bent upper portions 11a, 12a. Each
of the female-fastening member 18 and the male-fastening member 19 has
a smaller length than the entire width of the main bag body 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.

FIG. 4 illustrates an example in which the female-fastening
20 member 18 and the male-fastening member 19 that form the linear
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



-14 in a nolten state froma gate 33 of the die 32 to nolding spaces
through runners 34 by an insert injection nolding. The | ength of each of
the female-fastening nmenber 18 and the mal e-fastening nenber 19 that form
the linear fastener 15 is not identical with the entire width L of the main
5 bag badidya Imottenbstatorirenh atgatetiHd of thendieh32 dprieopbing] spaces thivalghe,
which is obtained by subtracting the total wdth of the side heat-seal ed
port i onsTuBnenss th&y areingcmbenjectien wpldingbsEatidangr dlfe%%Ch quotrhtt he
entire wdth L _of the main ba description w ]| |ven

bel ow of e&;%ri@&&emmg mmnﬁﬁﬁ ﬁa%ﬁlérthﬁdnmf%%ﬁpl%%gmlﬁ&qé& | .
10.. Fj

.p:é.?‘g' EhE Bear sasterr 15 ds i Hertich 35 Y %ﬁﬁ?ﬁngﬁﬁﬁ%%%%@%ﬁgﬁ%é? of

bott am ope@rb i *éaégﬂfgé&%fﬁ% h?% |HeR Eoirspdriahid b0k DAel 15 ¢,

form ng @v?&??ll?%t@é‘@a%f:@lr@ s%t ace ytd'tﬁl‘vﬁ kR sfethd RideVPealNRal&d ded

sheet of mmteri a et ween t e respectl ve | ower pOI’tI ons

of the Sgéﬁﬁéngfléli(ﬁ“tﬁﬁft%ﬁtado béd ¥orthédspy thatibkbguént Progesdeod3th®f the
fol ded sheet of filmmaterial 13 is directed upward. heat - seal i ng

process estiapptideld I of the nhaiebagdrddyobd. 20 of the sheets of filmmateri al
11, 12 and the sheet of filmmterial 13 to forma heat-seal ed | ower
portion 17. Then, the upper portions 11 a, 12a of the sheets of fil m
material 11, 11§0Wawd156flrnétlmmwﬁbalb@d ghiker pelaw o172 f gpatpGt foheir

| ower edges a bent at ght angles. in opp05|te directjons so as to be
sepattit eTHEY %{a&é’éﬁl%ﬂ'& ﬁ%frf aﬂfgnﬁdi?@;o leinakaging b 3_49’22181 hus bent are
pl aced between dies 20 and 21 of a linear-fastener nolding machine as
shown in FIG 3First, there are prepared three sheets of film material, i.e., the

sheets of film material 11, 12 for forming the opposite faces of the main
bag body 14 and the sheet of film material 13 for forming the bottom of the
main bag body 14.

15 Then, the sheet of film material 13 for forming the bottom of the
main bag body 14 is folded in two. The folded sheet of film material 13 is
placed between the respective lower portions of the sheets of film material
11, 12 so that the folding edge 13a of the folded sheet of film material 13 is
directed upward. A heat-sealing process is applied to the lower portions

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

form a heat-sealed lower portion 17.

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

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

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

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

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



-15 Then, synthetic resin such as pol yethyl ene resin or pol ypropyl ene
resinis injected in a nolten state fromthe gate 22 of the die 21 to the
nol di ng spaces through the runners 23, 23 by the insert injection nolding,
so as to extend on the bent upper portions 1lla, 12a that are placed 5

bet ween t he Then, 3néhetid tesin shehldspalyetiglcararesimlodipwypegpylane The
synthetic resin |nJected into the nolding spaces in the nolten state is
cool edepim ihérigcépdasa meltgnr skajetirorhéhe gaie 22 odtidhe dig Adnbethes and
the mal e-fastening nenber 19 that formthe |inear fastener 15 are joined
on t hanplsiag Sﬂ@ﬁﬁaé&%ghtthé TURET St ,t%ﬁy the 1&86@2@3%@1%@1%1%40619 body

iﬁdlfﬁ@r el et o M@ uBPEr SRR 1y e %m%ﬁta{re%'rgl% :Fierﬁr
ibe HRONERRALR, e%t? 5?65@‘%% HHaPRRY e bol Bbe Aot M58, for the
i b@%ﬁ@ﬂ}é ﬂe%lﬁrfn t«#_édpi ?%Pasﬂgméﬁgé&er Sﬁmélgﬁél'&éﬂ stré%eisf ast eni ng

menber engages eat -seal i ng

procespoléd #RRheSE s Ph@eéheA@,PéJﬁéédl@ ﬁi@@exﬁaretfwénﬁ{%&ﬁ@n%@eqt@aﬁa film
material 11, 12 to form side heat-sealed portions 1

sel f - shendialg fayeaing chesfidrel 9 phak dgimahealinddr fastphepaSedre joiheds nmanner.

20 Now, description will be given below of a nethod for manufacturing a

t hr ee-mi thee seatedurfgvesraddhesapper pactianys id ahd@a 6 thet mainriag dodytrip of

filmmaterial 30 is prepared. A part of the rolled strip of filmmateri al
380 whibhraspeehively- edfla%émgﬂbﬁf eashpph tlae femadoniasteging r@fm@g‘ é8 a

| i near ener machi shown .i n Then, thet iC
oo R e B P D T B BBEF RN e Ral, ftgrimined tb 5¢ sn
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 one upon another so that the male-fastening member 19 engages
with the female-fastening member 18. A heat-sealing process is applied

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

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

packaging bag 10 is prepared in this manner.

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

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

First, a rolled strip of film material 30 is prepared. A part of the
rolled strip of film material 30, which is unrolled therefrom, is placed
between dies 31, 32 of a linear-fastener molding machine as shown in FIG.

25 4.

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

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



nolten state froma gate 33 of the die 32 to nolding spaces through -16
runners 34, 34 by an insert injection nolding. As a result, the fenal e-
fasteni ng nenber 18 and the nal e-fasteni ng nenber 19 are joined on the one
surface of the part of the rolled strip of filmnaterial 30 so as to be
separ at BURRERS o h3dtiean mRert dpipdiicst meeldings AR remalte thedeamley 5

nb 8 dth | e-f ast eni 19 i |1 thap th tl
L R D e T
| S . | [ | S
Perml - PRE UHTAGe Yhesopasgobihe iadiedpislh AL R tiaiaderd 2 8 Reht
enti o SeBERTS: it ey TERE, SqHle fordul) oF (LRAORR ehel ReBRERGCAgRE? |
Rt o5 | ak, 36 ansi § Bfd IR el MSkERITIONTEHBEF 108530 allop FRLen@BheRE no

menber 19 on the opposite edges, as shown in Fl The cut sheet of film
mat er i akyideh i[Sof {19¢ defin PagWod 0Dy tiee toxag B Hh Aifehel dide IRatisatled he
femal e-fastening 15 nenber "18 and t he mal e-fasteni ng nmenber 19 engage with
each ot pertioAshk@t 16eal i ng process is applied to the opposite side portions
of the sheet of filmmaterial 30, which has been folded in twd, to form
side heat-sealed portions 16, 16. The three-side-seal ed recl osabl e

packagi ng bagTh¢ rpllegasteip ohfilmhimsatenialciQ, whickohas dee femnpde-dastening be
gi ven bel ow_of met hod for nufacturing a four-side-seal ed type
recl os awmkﬁ%mﬁ] %e.mﬁier-gﬁtepmg FheeT o9 foined Hiaieom 13 £Utof of
form ng the opposi face t he recl asabl e.packagin ag...Jhese.sheets
of 01 elelte A BRE ( %o = BRI cotfef iR uROERER MaPldy BETRg "o
process Ha%r %B%kr' ¢ed {P t}eﬂ?oﬁﬁeép""%ep{?ﬁ{ | #etBr fiBE SRReks) Yo Hdmget eri al
11, 12 tofornra | ower heat-
female-fastening member 18 and the male-fastening 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 packaging

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 of the reclosable packaging bag. These sheets 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 11, 12 to form a lower heat-

sealed portion 17.



seal ed portion 17. -17 The sheets of filmmaterial 11, 12 have the | ower
heat -seal ed portion 17 forned on their |ower edges and the upper portions
1 la, 12a, which have not as yet been joined with each other. Then, the
upper portions I la, 12a of the sheets of filmmaterial 11, 12 are bent at
ri ght 5 angl e€shensloggtssof dileh rmaatémab 199 43 havdbaehsefpwat dheatasoadedh ot her.
The upper portions 1 la, 12a thus bent are placed between the dies 20 and
21 of pohtiohi hédormas emghemnlaveyedgesiane tse sippen portiond 13a, TRap,
synthetic resin such as polyethylene resin is injected in a nolten state
from t héight éazg mt teifeydl HEEN foinege with dtanh @(@éer-:«s Thenudhe wppEhe
runners 23, 23 i nsert injection nolding, so as to extend on_the bent

upper portipgas! ha4 A2a1czfatlamhe§rc% 05|f&é%anaaqrw@ehltﬂg aredbend afndght of the
I f t | dj hi | t f t mb
18" Bnd 2R St CRERST Eh G ClDes0 25 B 08 isate i aharictur Bees of |
th b

fe(raral Z%ﬁﬁ.%g’%‘%%@%ﬁ 1%@ d&%% Eéléﬁ%{l@)ﬁ?%ﬁgﬁgtﬁbo&e%bfo ;‘ﬁdpr evi ously

det er MopQeetith - BREHEF b aﬁ‘ngff*ﬁa@ﬁfﬂéﬁs‘@h@%ﬁiﬂ@esﬁa' n bag body 14 by
the total width of the side heat-sea portions 16, 16. The bent upper

portions | la, 12a for the main bag body 14 are placed one upon another so

that the mal eThest esymbetientzein I EnaagpslyeBylehkhrdshe i§ anpded dat £ni ng
menber 18. A heat-sealing process is appli ed to the opposite side portions

of the rsbBensstafe fidmmtinetgaties?2 b1 the 2ie@ ¥ to the snoleihg spasealtbdopgint i ons
16, 16. The sel f-standing type recl osable packaging bag is prepared in
t hil§ mihgarngrs 23023 by eer meert anjestioay mplding,cyeasvipiexiend abthened by

L: ;lt gf‘g};‘gﬁélzgpéregclyﬁ?&% ? 1ga&5 (‘% are%laceg bggwnégr? Ec e ?é/sl 58 anc{ S(ito?ngm ar
the linear-fastener molding machine. As a result, the female-fastening
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 heat-sealed portions 16, 16.

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

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

20 with the female-fastening member 18. A heat-sealing process is applied
to the opposite side portions of the sheets of film material 11, 12 to form

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

packaging bag is prepared in this manner.

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



The packaged article 40 conprises a three-side-seal ed recl osabl e packagi ng
bag 41 and the contents (not shown) such as cookies, crackers -18 or the
| i ke, having the rectangul ar plate-shape received in the bag 41. Recei pt
of the contents having the rectangul ar plate-shape in the three-side-seal ed

" ecl osablae PRCKRS] AGYRAOIH rdgbigiRal Beattashdde kBiavad ihaHAPaLA!

paral | el epi ped as showmt in FIG 7, which has a side 5 corresponding to the
shape of the contents. In this case, a portion of the bag, which includes

t he si de heat - s&aicetbtpof thooonten dehavimdthatectanighddr pixtet sloape whithe t he
opposite faces of the bag expand outward. As a result, the width of the
upper porthiroe-side-sfealdre rdelosainal poaragintg bagi 4t ldedesmshidne bagehbl ifittsaener
15 and to which the contents do not cone, is |larger than 10 the wi dth of

t he | onerregtrigwierofparatetraripede @shthospnt at FiGe dppwhiclohisorn 4side
projects fromthe, above-nen ionedft&Ik;at ortion in the width di rect'hon of
the bag. CATECYRNRNINSOIG Ham SAaPEIOL the onicatsi gl $hin erSs ¢t PeEEBP ! the

Cont ont o e orBish iRcRiEs e Riffe nie BBTr e, pacidtied tnh € 08
havi g  t oo 6! ARAULARSHARSSAS LSRN 1k BLGexbingBEnoBADST AL Sfdle,, edges

of the upper pdrtion pr 0] ec e above- nentloned fl at

portion i Wit figof hige SipferttiotPabest P! ddBPmeliNBag PHAIEL InOG dR] tHeON 43
is bent dowmmward so as t0 be in parallel wth the 20gvert|cal si de pl ane of

t he cont diisafastbaen IiahdGo %hith e soggsRs dd niot cophef By Rlvker tthapr ovi de
an easily bendable portion such as a notch on a portion of the |inear

f ast dfer tit, wibile hofc bine dopmmdporttiom fe bhié ndefbimed bhgnso wihiat htlicherpper
projecting portion 43 is to be bent, thus permtting an_ easy bendi n}ql
process oPOtHE ﬁ}%jp;@jqqﬁg fﬁ@m itbg abBove-mentioned flat portion in the widt

direction of the bag.

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

packaging bag 41 is folded along the upper horizontal plane of the

15 contents as shown in FIG. 8, in order to form the packaged article 40
having the rectangular shape as shown in FIG. 10. The opposite side
edges of the upper portion 42 thus folded project from the above-
mentioned flat portion including the side heat-sealed portion. The
projecting portion 43 is bent downward so as to be in parallel with the

20  vertical side plane of the contents as shown in FIG. 9. In this case, it is
preferable to provide an easily bendable portion 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 projecting portion 43.

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

FIGS. 11 and 12.



25 Now, description will be given below of the recl osabl e packaging bag of
t he ot her enbodi nent of the present invention with reference to FIGS. 11
and 12. -19 The recl osabl e packagi ng bag 50 conprises a nmain bag body 54, a
| i near fastener 55 and a sleeve 60. The main bag body 54 is formed by

fol di ng a si ngThestesddsalflefpdakagmgdrdgbO icomprisen atihain Hiag HadylbAgal i ne

| ocates downward and heat-sealing 5 the opposite sides of it. Mre

speci f i dingar, fashenembh aag bslggvebthas an opening at the upper portion and
t he heat-seal ed portions 56, 56 on the opposite sides. The |linear fastener

55 i i ded al th ' f th ' bag body 54 in the_ s
manner as. i n t ADCCHIAIG FRAPOL Sfcwarmag &Y foIdngoa MpgicspRest pE Ay, a

| e-f ast eni f t ' .f ast is f d the |
o abe ST B Rl ke BB whRShSAS APPSR SR,
mat ekl al 1 fop §8§i‘i‘é é$%fqﬁ' MR Yfic?é‘u ,'t{l}et il GARHAOE4 1A apPeNi Ng
t her eof , andP emal e-tasteni ng nenber oryt € T'rnéear Pastéener 1s forned

on the i&g@{- 08T pPQsi] R ' 5
t her eof . The1n iﬂeagﬁ&ﬂsf%énlgﬁg%ggtaérﬁ %Pglgrqueérf)‘{t%ers ?g thfgrﬁﬁgég—aﬁfgét%%er 55

are provisieskien sides. portions of the sheet of filmmaterial, excepting the
heat - seal ed portions 56, 56. The sleeve 60 is fornmed of bendable materi al
such as paper, synthetic resin or the like. The sleeve 60 is conposed of a
pair of 20 oppids higehrdastamt 8ds Pravédabriongsh60mperttly ehthanpainr of
side face portions 60c, 60d that are provided so as to connect the opposite
edges of bag hedyrashin Hag spmg niareches i dhe eathodipmntns RhewshinotKar2.and

nave, Prolse! socain2afy; SORud RSl e For S0P Sind S MESenes s T
formed on the inner surface of one of the opposing portions 51, 52 of the
sheet of film material for forming the main bag body 54, in the vicinity of
the opening thereof, and a female-fastening member for the linear fastener
is formed on the inner surface of the other of the opposing portions 51, 51

15 thereof. The male and female-fastening members for the linear fastener
55 are provided on the portions of the sheet of film material, excepting the

heat-sealed portions 56, 56.

The sleeve 60 is formed of bendable material such as paper,

synthetic resin or the like. The sleeve 60 is composed of a pair of

20 opposing front and rear face portions 60a, 60b and a pair of side face
portions 60c, 60d that are provided so as to connect the opposite edges of

the front and rear face portions 60a, 60b with each other and have
projections 60cx, 60dx having a triangular shape, respectively. 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 rectangle with an isosceles triangle

locating below it. Each of the side face portions 60c, 60d has a folding



and rear face portions 60a, 60b have the sane rectangul ar shape. The 25
side face portions 60c, 60d have the sane pentagonal shape, i.e., the
shape obtained by conmbining a rectangle with an isosceles triangle

| ocating below it. Each of the side face portions 60c, 60d has a folding

- 20 |i ndirfd FLywwhdith is fdronee dn ith etdea tcadioraiorpr tsovidith ditectvardsh agitoect i on
so as to extend the longitudinal direction, as shown in FIG 12(a).

Accor di regtgnd thigelongitydirgd @dugctiane ashehowmnein dilkent2@hal Ascordingly as
shown in FI? 12éa) and be folded in a flat state as shown in FIG 12(b)
by bendith§ ¥aeve60;@ays have tBethsne-dmensdoaabsgngtune ascthnwe iniigs FL of

Lgfg;‘r a1 4AE SEBt ol e ﬂ%gﬁétaﬁc“p%'s?w?%qﬂoﬁﬂ%dﬁ@k hiﬂs%'se‘}%ﬁégﬁhsn FlG
1 , 1841 i i . ; :
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10_body fhsiShaBgL NGoHNS AT Ihal e RIERYAndOF o hASaRpen [ nserted into

the mai'n bag body into ree- I ona ape as shown in FIG
12(a) causes the main bag body 54 to be kept in the shape as shown in FIG

16(f) (al t hougiTHehslerat b aghbetelys képiSAdHenidled aithes ngesHowas iahomMm, i n 15
FIG 16(f) differs fromthe main bag body 54 as shown in FIG 11 in the

former hE3(by, S dnbertbdaintoedhednpintbhamn)bodyn Ssush that dhe, pedies sl the
standi ng shape can be provided by bending inward the projections 60cx,
60dx of prRiccliery 6068, OOt pemeinth coméantmitib tlye bodtorsf theemadr lbegabl e
packagi ng bag 50 can be changed into a stackable rectangul ar 20
par a0 ellé‘b(illb -by bendi ng the upper portions of the main bag body 54 as
shown in FIGS. 8, 9 and 10. The linear fastener 55 is also bent so as to
coincide wth té}?anging the shape of the sleeve, which has been inserted into the
main bag body 54, into the three-dimensional shape as shown in FIG.
12(a) causes the main bag body 54 to be kept in the shape as shown in FIG.
16(f) (although the main bag body 74 used in the embodiment as shown in
15 FIG. 16(f) differs from the main bag body 54 as shown in FIG. 11 in the
former has a single heat sealed-portion). In such a state, the self-
standing shape can be provided by bending inward the projections 60cx,
60dx of the sleeve 60 together with the main bag body 54. The reclosable
packaging bag 50 can be changed into a stackable rectangular
20  parallelepiped by bending the upper portions of the main bag body 54 as

shown in FIGS. 8, 9 and 10.

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

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

bending operation.

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



rectangul ar parall el epi ped shape when bendi ng the upper portions of the
mai n bag body 54. The linear fastener 55 has easily bendabl e portions 25
58a, 59a as shown in FIG 13 so as to facilitate the above-nentioned
bendi ng operation. The |inear fastener 55 has the fenal e-fastening nenber
58 and th2imbhe fastemrihgshenibay 5@ ihd¢heSame nhaensnas thererebodanehé as

enbodi ment as shown in FIG 2. The easily bendabl e portions 58a, 59a

conpr i sesHavam inpHlGi chs, Thni easibr dendabiel oytioasodBag IR Coanpiise Hiat

femal e-fastening .nenber 58 and the mal e-fastening nmenber 59 in the bending
por t i onsPOMiqNS Whitk it dPERSACBYr BYPORNS Parsaliie thp femalagestantingne si de
face portions C 0d of the. sleeve 60. Accardin .. the easily bendabl e
bor ¢ 1 ndeiber S85and dhemAIEaPlSINE FISKRPET B9 BbLPF TSP ehgag: ng
portizon,;. ' . r Qi [ h. t t ' I fl at

b at & partr i ppftiBeS Ak CGion dira} e \BbpbF BaREs Bl R ReMdEP St cner
55 with i Y Q4 r o ' dde - PQr&d ons,

t hus prgél@%fﬁgégqué%ﬂéﬁtgémg st a\gﬁg‘%lg’ %‘%%gﬁgﬂlb&% par%ﬁ%e?Flgp%pfge%g’shape

of the rsohesabh&rherEAgid1tedatinglhértaAs hby nheRdeR £:iRe S drdivh, aRichot
limted only to the above- described structure. The easily bendabl e

por t i onsarmprdddédrinetheasthebSrdpddbrsahtidtiagvalpbhaiflagplhye poptionhi hgis
operation or the like in the correspondi ng bendi ng portions of the

f emal e- f gutrefinegpossibée teshemd casily thet dinfeast fastenemdabwitlBlt causing
facilitating the bending step. The formation of the easily bendable

por tibnsuBggemip suswayd prajpetiopedinggbeat pPrsHenss thRs nroNidkings adteerer 55

il ffice. Th il 20 bendabl ti 58a, 59 t kabl
et er or RKTEAeSGUIAHG BrERBALan, PERIIGIFHRET ruGiRndl S8¢  REWESEPIe when
there i Spﬁcﬁggﬁ%dbié{r

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

described structure. The easily bendable portions may be formed as

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

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

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

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

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

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

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

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

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

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



an excellent sealing property of the recl osabl e packaging bag, it is
preferable to provide the easily bendable portions 58a, 59a with auxiliary
seal i ng neans 58b, 58b, 59b, 59b as shown in FIG 14. 25 The auxiliary
seal ing neans conprise a pair of ribs 58b, 58b having a triangul ar

Cr 0SS- Sgedle O stefing nRmEbEP58Bshd Bt Sairalf b $isoib, 15U hhding QQﬁ%@hléﬁa for

the femal e-fasteni ng nenber 58 so as to project toward the -

mal e- f astedy-Becti®@nPehiol aedoamead integrallypsifiPbhe H8b partiongs @a fort tngul ar
cross-section, which are formed integrally with the flat portion 59a for
the maealktasiseaming meThber 80 so as tooppojerktdowbodatie: fdrpaiefmiteniagst eni ng
menber 58. The tip end portions of the ribs 58b, 58b for the fenmale 5
f ast eni memdep8.58Thendpi ¢nd ponians ohithie rihe b8p, &8 for thedsmulet he
ribs 595){1,1 59b for the male-fastening nenber. 59, respectively, so as to

ve

i nprove [AFENIREG IMERISToPBre3MB iR GPNAEE MYith ther HPgRd PPXLI0BS0f the t he
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_ _ recelrving ~ portion t he
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portion of the

h
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mal e-fast eni ng menber 59, ‘réspectively. As a result, these

ribs 58kgastedlingifedHer @@Qn@@g@@twi@mtﬁklt@frﬁéle-ihhﬁerﬁﬁ ih¢mbér H&ndi ng
property of the easily bendable portions 58a, 59a. The ribs 58b, 58b and
59b, 59b as shown in FIG 14 locate so as to be apart outside fromthe
oppd8i te si desThk phejectionl draiglteiofi the pobs | 38b,068N kavd &9, eSPhsheai ng
menber 58 and the opposite sides of the male- engaging tportion of the

nal e- f astdstagtiadibedemocaly withr Bel pbethi steptbe of 2therfenalegigcevinge ri bs

58b, 58b d 59 59h in t I nit f ot f | e-
’ poz%[c]ion of 'the ?erlngle—?gst\éh?ﬁg ' mbmber %98 and half the height of the

male-engaging portion of the male-fastening member 59, respectively. As
a result, these ribs 58b, 58b and 59b, 59b do not deteriorate the easily

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

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

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

receiving portion and the male engaging portion mentioned above permits

to ensure a further excellent sealing property.

The above-mentioned auxiliary sealing means are not limited only

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

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

member 58 so as to project toward the male-fastening member 58 and a



receiving portion and the mal e engagi ng portion nmentioned above permts to
ensure a further excellent sealing property. The above-nentioned auxiliary
sealing neans are not limted only to the above-nentioned structure. As
shown in FIG 15, they may 25 conprise a pair of ribs 59c, 59c having a

t r apezoi pair efr ibs-5¥:t5%m hawing A taapetoidad ¢ross-egetiphy whiich angeforirad
portion 58a for the fenmal e-fastening  nenber 58 so as to project toward the
mal e- f astrEfERYLABHER theglad periion 533591” themalepla steRingame DG, 58 89 as
trapezoi dal_ cross-sectio e re farnmed inte | L,t.h the f|.at
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mal e-T ast eni ng nmenber , respectively, soas to 1 nprove the sealing

propertyripl Woen die fbt dhePRIdIL FAStefiAg RRInbeR F9)CrespRetivel, Sddttd & the

| inear fastener 55, i.e., in a state in which the nal e- flastenl ng menber 59
engages whphovdaehkesedlng agbperiygbeerben the 120 pieviondeS84a] POagnnwhe be

gi ven bel ow of a nethod for manufacturing the recl osabl e packagi ng bag of
t he ot heseghbgditatmiof theslinéduefhstboee &, itde iprestate imwdntchothe Made-

manuf acturi ng, method _of the present invention conprises a preparation step
for a noff§tenies membesaP pogagedwith fhelagialg-patpning membaash®i on

adj ustnment and folding step, a cutting and bending step, a linear fastener
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described above of the present invention.

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

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

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

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

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

openings (see FIG. 16(a))

The position adjustment and folding step is carried out by turning

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

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

(see FIG. 16(b)}. The distance "d" is substantially identical with the half of



20 their entirety in the longitudinal direction to forma heat-seal ed
portion 76, thus preparing the non joined main bag body having the upper
and |l ower openings (see FIG 16(a)) The position adjustnent and fol ding
step is carried out by turning the non joined nain bag body in its

ci rcunf gremtidel ofithesidofaceopoitian Hioel oRfhd sisede 66dgehioh ishesed in the

above- nenti oned heat-seal ed portion 76 is apart fromthe one side edge by a
prescr i dlegveiinsariden 'stepane., fthlediength t'Li’ msasshaowan istlG 12&de FIG 16(b)).
The distance "d" is substantially identical with the half of -24 the width
of the side faﬁﬁ portion 68d of .1he sleeve 60, whic if used in the

sl eeve- i nsert | bRE SEHNg aBd bending siim 18 CarHsdHEwRY; IRTEIBE QB BILES The

oo "SR RO T B AR B Bl S,
HHE L T R e

Correspeq t@l&iﬂg ﬂrf‘é"ﬁybgga?éﬁf‘or%‘bf QHS&Sn&'rE?ﬁéi%cg‘g?%% Bﬁ%sﬁdtfj,a&zﬁiéﬂ om each

other to forma pair o portions (see he I'i'near fastener

f or m ngcstRRponidCRY theknpth dithel @ci-8dtd 02, Reids tolbe 8EphriXe Pont éQfts i n a
| i near-fastener nolding nmachine and continuously formng the |inear

f ast eni ogheetd éosnfopaimef beneporfiaatgses FOQ. tibéc)).nner surfaces of the
pair of bent portions of by an insert injection nolding, respectively,

excl udi ng opposite side edges thereof. The linear fastener formng step is
i dentical wi t hThRdingajefastener raningsiamis eawied aut hy prcin® sEEmAT as

sho in FIG 2. The descrjption of it is therefofe omtted,. The
hoall seaf (BF tsPRFIPES B4 HBIFAIABGNFE OLBAE TRAChTE FaFOBHEEOWHY t he non
joined galn; bag, BeNe 2 Ristdd b L BEYs tF HIE 1Welt B Y@ P M inner

surfaces of the pair of bent portions of by an insert injection molding,

respectively, excluding opposite side edges thereof. The linear fastener
forming step is identical with the linear fastener forming step in the
15 embodiment as shown in FIG. 2. The description of it is therefore

omitted.

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

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

prepared in this manner.

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

description of it is therefore omitted.



the bag to forma heat-seal ed portion 77 and heat-sealing only the upper 20
ends of the opposite side edges of the non joined main bag body, which
correspond to the cut-outs CL (see FIG 16(d)). The nmain bag body 74 is
prepared in this manner. The sl eeve-insertion step is carried out by

i nserting the Sheagingoheisitape dicthrmsleeha®bodyichihgs becrliGseni®dento The
sleeve 60 is the sane as 25 that described in the enbodi nent as _shown in
FIGs. 1themeipbaghodydédeinin imtires-dimensipnalidhraneons shewn in816hangi ng

74, it §3{fleatesy S'hfﬁeﬁp%@(’%é‘ﬁoéxfetoa ei‘l%&ikgl?ﬁ R Teté’wlta?%@;%'sﬁg@?ﬁeb:dy
b dy, 74 Fl I
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the non joined main bag body is turned in 1ts circunferential direction so
t hat t héhengppler poigond of tiee hean- ‘tsmbedyﬁm s showibin F1G@pagt, 9fam)m110he one

si de edge by the prescrlbed di stance "d", i.e., the length "L" as shown in
FIG 12(b). Accordingly, is possible to ?Iace the heat-sealed portion
76 in the vici mtt&leoreemabé@@%ﬁkagi@gsbag @c@rmec‘e Ha iBe r@araesbpe

- " pac gl n i t.he rectangul ar parall el epi.ped. The heat-seal ed
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76 is apart from the one side edge by the prescribed distance "d", i.e., the
length "L" as shown in FIG. 12(b). Accordingly, it is possible to place the
heat-sealed portion 76 in the vicinity of the edge of the side face of the

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

looking external appearance of the reclosable packaging bag 70.

When the demand for improvement in the external appearance is

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

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

reclosable packaging bag 70 having the rectangular parallelepiped.

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

described above of the present invention.

The other manufacturing method of the present invention



not so severe, there may be omtted the step for turning the non joined 20
mai n bag body in its circunferential direction in the above-nentioned

manuf act uri ng nmet hod. When such a turning step is omtted, the heat- seal ed
portion is placed in the central portion of the side face of the

recl osaphg e g %é&gbf@inl@‘@t@ , tesipeed-dadihar shép ald edieime hndow,

description wll be given bel'ow of another nethod for ~ 25 manufacturing the

r ecl osabkadRae kagh, g libear dhstditerofohatingrdiegiambh hetlessealded sagpve of the

present invention. The ot her manufacturing nethod of the present invention
-26 conprises a sheet-folding step, a sleeve-placing step, a cutting and
bendi ng step, Bheisheat-oidingnster v cangedtapt bydoldimgaa-siegld shest op. The
sheet-folding step is carried out by folding a single sheet of film

mat er i afil@omateriah80f angmepte Prapasha) »emddinad majagdbaw PpdyndauBpeer 5 and
| ower edges. and ope side edge, of which have not as yet been joined. The

sl ec¥e- BPACIONETRAEES %ngé’rr%q silcoedgn ot b‘fqﬁﬁhﬁba‘f%gogﬁée)(ﬁ'éetmﬁd PMERe non

j oi ned mai n bag body (see FIG 17(a)). The sleeve 60 nay be tenporarily

secured to the,non,Loin mai n_bag. body. by an .adhesi.on ..neans. s .as a

ot el ti ng. merHed i EPlaBensBetsotiict ot SEPRURR SRR E LY The
enmbodi S ﬂ%i 2 h SChiRt | fed bl erefore
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at  the teppRiradild cugea & deecdad-Rinédemen- bag Nestyay fthdidion and
then folding t% upper portions ofﬁ{he non- j oi ﬁged rra)iyr?}gag body, which 15
corr espanebn ® stich 4®nghot-obelting mdathodt , The slseve diristHpasaiee hAsdimaéach
other to forma pair of bent portions. The linear fastener formng step is
car 9 ed dgscribgdplincting emdosiiment as shown in FIGS. 11 and 12. The

description of it is therefore omitted.

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

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

other to form a pair of bent portions.

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

20 surfaces of the pair of bent portions of by an insert injection molding,
respectively, excluding opposite side edges thereof. The linear fastener
forming step is identical with the linear fastener forming step in the
embodiment as shown in FIG. 2. The description of it is therefore

omitted.

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

of the non-joined main bag body over its entirety in the width direction of



of bent portions in a linear-fastener nolding machi ne and conti nuously
formng the linear fastening nenbers for the linear fastener on the inner
20 surfaces of the pair of bent portions of by an insert injection nolding,
respectively, excluding opposite side edges thereof. The |linear fastener

form ng tglahd o idteNL e ervddde hBSt-sbARANPIARIERR! heafFeRlng!tRR dtherhe
enbodi nent as” shown in FIG 2. The description of it is therefore omtted.

25 The hgaé eagaloiveﬁ it @ptitetydartheddngitudiah¢iatedenltbrgsidechdavesaledge  of
t he non joined main bag body over its entirety in the width direction of

- 27 the gmgiono86enrmd in bddétiondheahasatlingalrdd thenipmer &1q ofiehe oseadidag t he
other side edge over its entirety in the longitudinal direction to a side
heat - sealdgs obbine irom-geinmcd mainabdgthady, wbich searespprshitg thgecuppart end of
the one side_ _edge of the non joined_main, bag body, whi.ch correspond to the
cut - But (see Fie (). 17t Mainhaghpdy syimpigPaLdi iy HHejaaB@C n thi s
manner. Changing the shape of the sleeve 60, which has been inserted into
the main bag b 84

hape of ceve 60, uh i nser
12(a) causes R Re Ry B 84 the SH RN TR Aee e SRty T
17 o h £+ ' ' 0
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the mai “h?(%g chad¥s %f' ér;fﬁﬁl Bﬁg: o & t&%@é@%&tﬁ%ﬁﬁ%%kﬁ%&% shewilanged, into

a stackable’rectangu par a pl ped b ng t upper portions of
the mai n’bgy bedys8éhas sbaw) thie HeliSstahdiflgaHape. cifieBeapeovigetr bgi on
filmor the like, which has on its opposite 15 surfaces a heat-sealing
pr ogér t yhendingskuvand the miogettiaris H0cr H8dar ofathé sleevhedGibogethedeseithbed
met hod for manufacturing the reclosabl e packaging bag, it is possible to
prevent tenmpdatbaghody ¢t The reclonahie peckeging bag 80 can be changed

into a stackable rectangular parallelepiped by bending the upper portions

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

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

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

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

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

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

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

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



outward by applying an easy heating treatnent to the recl osable packaging
bag having the three-di nensional shape. It is therefore 20 possible to

i npart a ni ce-1ooking appearance to the recl osabl e packagi ng bag having

t he three-di nensi onal shape. In addition, it is also possible to prevent a

di spl ay gOnidyom aliidic RASKRAILAG AAYO2AN Ayl SR M SMELY hich thet ai

store frombelng disor e t he packagi ng”bags fro Ing down from

the di Spakapites nslivebhg 1H2esh UEREpPIn bhsrdiedibeeghgfe portion 25 of the

packagi ng bag with that "of t'he other packaging bag. In the above-nentioned
enbodi nent of the present invention, the sleeve has a shape as shown in
FIG 12. The sThaevgrdsgntonventidredlsminclteles- 2 Getlmsadiio \perokeping eg, shape
and may have any ot her shape by which the packaging main bag body can be
kept i nwhishepennidsdiossalye. tiikhproblesenf imprentiremtains stdakihgdeoparty.

recl osabl e packagi ng bag, . which permts to solve the problemof

i mpr Bvertdit ffFQiO%ftlg%J'@l@%@(%gl@ﬁebQ&.thihrhésrfééﬂd@gléw%ﬂlﬁé@ﬂ(’&@ﬂﬁ@f BadaiRhi ch

h f tal el t f in b body havi I d at | t
one heatDAehPAY HESHRE G GRETAE 21 RhiEaSt 100G BREH SERIH RRHE AKEobBeni ng
ti f th ' J ' furth id ith. | t hat i
PP hced o Bsinc, BESHRRSY onyhe plbhIE pBERNACT Y iaB, Brg B 08t o1  zea
n that : . : ' : ~di . I
ape adPHERPBI R PY AU Sheeth PUAIPIAR e bl 58y TBES, o0,
shape. Q«_’Ecﬁ)sra%_‘}é”ﬁac_lddgihgebé’é’% ecHERRlct&nec igcipaaie rﬂé‘ﬁi(%;ﬁﬂgngo gsof the
present invention, it 1s not always necessary to formthe |inear Tastener

by ao i nekidd irjoes tpresctibetikdrebaliahaydonahshaped «fifat byaibiessleévd ke 15
present invention. Mire specifically, the Iinear fastener that has

pr evi ousis/tkeep fthe mee sapipeldetHricet déidnemsional pheger i bed pl ace of the main

As a result, in the above-mentioned reclosable packaging bag of

the present invention, it is not always necessary to form the linear fastener

by an insert injection unlike the above-mentioned embodiments of the

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 be
simultaneously 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



bag body by adhesive agent, a thermal bonding process that is to be

si mul taneously 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 easily bendabl e

port irgamtam aqsﬁds@ﬁﬁaeﬁh?m@font of 2R $ledte B0 ihhgh eSen FaRiesdRS4t 7g, above-
descri bed enbodi nents of the present invention. The recl osable packaging

bag @&des Ificheahanybagcopdy bashmedh bdahction, thherojtaiadesraidx, 60dx

i nprovenent in the external appearance is not so severe. 25 In the
above{dbscsleped asatali nemitisedf Wighpespeet to sueht a dind efardclosahlae
projections 60cx, 60dx of the sleeve 60 has a functjon of conmng into
cont RACKHLRE tPRE.HERE hher embodameniagl KhaypPEsentinvention witlgbgaj ntain a

prescri bed position.af the sleev in, the in bag body 54, 74, 84. If
the rfiﬁsﬁr’g?@ ﬁ‘BW Wd&é’ﬁﬁq‘\fﬂc?gﬂil%,fgﬁ@%mj ections 60cx, 60dx of the
sl eeve are not required. Wth respect to such a kind of reclosable

packagi ng bag, rﬁ!ﬂ% j t b t LWl L be 5
descri bed be gvéévaﬁ??%@gf%r enﬁh%&.&ﬁmg%gg%%é%%eﬂﬁ@sg%rLei packagi ng
bag 96 CAMRIStSES 85 A abﬂQe@é’gX)I\% a linear fastener 95 and a sleeve 60M

1. Qpposing portions 91, 92 and heat-seal ed portions 96, 96 of the nmain
bag body 94 of the recl osabl e packaging bag 90 as shown in FIG 18 10

correspond Gppéeingpposticiys 94, tI9Dandheabdealvdl pbetibretoGeab ed therti ons 56,
56 of the main bag body 54 of the recl osabl e packagi ng bag 50 as shown in

FI G majn begpeedy Yl ¢f tiEactclosableephdaagingdbag 9pons showrosy FOG. 18 provi ded
on its lower portion with a stopper portion 96a. The stopper portions 96a,
da ferscsRerd dpHdre aBPERBhPPALIeNS D 52 andhshe thratomaded tROTI®NSOwer si de

edgess9f 5hNSr TheThais bag tody Ba2SF the recSsat1ePBSidht' 5a8 56 &s
shown in FIG. 11, respectively. Each of the heat-sealed portions 96, 96 is
provided on its lower portion with a stopper portion 96a. The stopper
portions 96a, 96a face each other as shown in FIG. 18 so that the opposite

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

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

sleeve 60 described above.

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

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

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

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



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
prescribed position of the sleeve 60 in the main bag body 94 so that the 20

| over - pREhl ans@ialf Be oj&'tfbrp@@bbo%egf'e 6@a8?e'3 b¥icBei rggjbggcb(b N5 JoRjerNape as

showmn in FIG 8. The sl eeve 60M 1 therefore has no p ections unlike the

sl eeve BflodBecdHAIndaghkpivn TRFICE @PREthd 8afdcomadfirer £ BEsdighédhpoler med on
each of the heat- sealed portions 96, 96 as shown in FIG 18. However, the

single stopper 25 portion may be formed on any one of the heat-seal ed
portions 96, 9EG.TBO® Hhwostpatepar hadifiebtioay 60M2 windte [syedvec 6OA%1 s
partially the width of the |ower portion of the heat-seal ed portion 96 as
shown i shewg, indly. 48.asThe moamticbrsh:wes SAIN2 phas extpain debendable

recl osabl e packagl ng bag 90 Is folded into the shape as showmn in FIG 8 in

t he 5% ankCiRERHcEMeEnt Maze ?Be(Flleﬁng éh@sSI§e}ﬁ%cﬁ’QM@ai$ on 60M

of the sl eeve 8 l\fl IF GEI % m)d|f | eevy has a
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i T ustrap@softthe slkeey 8ot €PMjevhiipivdrd. f ®IdeD0(af DhisttaRs tleddleevelhe

shape of the sleeve 60M2 fo ded I n"such a flat state I's changed into a

r ectang60M2 shdpiehbis foltleddimg atfhet state. f e shape wfstiEdclehRAGOME
reinforcenent flaps 6Ccy, 6Cdy can be bent inward as shown in FIG 20(b)
so as t &liadinaysch Adlalt statgihchanged mtma@bd@dlgllaesba@el\kw unfolding

preferable to provide the side face portion
he side face portions 60c, 60d. The re1nforcement flaps 60cy, 60dy can

be bent inward as shown in FIG. 20(b) so as to increase the strength of the
unfolded sleeve 60M2. It is preferable to provide the side face portions
15 60c, 60d with the reinforcement flaps 60cy, 60dy, respectively. A single
reinforcement flap may however be provided on one of the side face

portions 60c, 60d.

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

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

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

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

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

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



15 60c, 60d with the reinforcenent flaps 6Ccy, 6Qdy, respectively. A single
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 @@MEctitih pecdph dfithe ddverfporien Gady avidethe lsadd facaopertigo60don 6Cdy.
The sane reference nunerals are given to the sane structural el enents and
the ddsgmopidesh vothtehding ef parforatipnsmwd thaidtherkevenpertipore@dn ceody i s
formed by jncreasing the length of the reinforcenent flap 60dy as shown in

FI G 200y badlgtaghed Bom RBecsidsr fassr podiom&fid.i sFiggssthplesapPgvadent i cal
25 with width of the front face portio Oa, The. cover portion 60Gdy can
bo t ur Oy FifadoRREd O SR ofvaihEOTH0Br 0paY: Fortaiigts < IRchsiun 1 he
reinforcenent . fl ho in.ElLG 21(b). Such a structure permts
to i%ncrt §8°#HP{@2PQ%§C§§?§HSF °8f6 ﬂ'e unf ol ded sl eeve 60M3. The -31
connection portion of the cover portion 60dy with the side face portion 60d

i's provided wiph. ﬁa@‘fﬂb?kr@%ﬁ&@d%h%,%ﬁ&ﬁs thieneQ\R a@gférngoﬁmy can

easily be detache e side face portion 60d. Fingefr holes 6Qdya,

60dyb aftfe §leenedrehhbReut dyeirsBAIidHIpOSH nstto hamddartéd entdetlecbrgene, 5
thereof fromthe side face portion 60d. There nmay be provi ded a cover,

whi ch iin feplaeenseparfate gbiveaesthibes detaehahde basemportive et shape so
as to be inserted into the sleeve, in replacenent of the above-described
detachabl e cover portion 6Qdy. In the above-described enbodi nents of the
nmet hod for 10Dmabue acthivendeserdbed c| sablodimsatk adiingtivag meodofeom of
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FI G 221‘:):;1ckag-;,ing bag having a stackable rectangular parallelepiped shape is
formed by bending the flap portions 704, 70b inward as shown in FIG. 22.
When a co-extrusion film or the like, which has a heat-sealing property, is
used as the sheet of film material, it is possible to prevent the flap portions

15 70a, 70b from projecting downward by applying an easy heating treatment
to the bottom of the reclosable packaging bag.

FIGS. 23 and 24 illustrate a modified formation method of the
bottom of the reclosable packaging bag 100. The modified formation
method comprises the steps of subjecting flap portions 100a, 100b of the

20  main bag body 104 to a heat-sealing process and cutting off the tip end

portions of them.

More specifically, the flap portion 100a of the main bag body 104
is placed on a base 111 and a heat-sealing head 110 is pressed on the flap
portion 100a to achieve the heat-sealing process. The heat-sealing

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, 100b are

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



When a co-extrusion filmor the Iike, which has a heat-sealing property, is
used as the sheet of filmmterial, it is possible to prevent the flap
portions 15 70a, 70b from projecting dowward by applying an easy heating
treatnment to the bottom of the recl osabl e packaging bag. FIGS. 23 and 24
i 11 ust r apertionod thebedbsealeddiappoitidnefl Qe 1051 aoercof offres skewosiabl e
packagi n}%@baﬁéloo. The nodified formati on nmethod conprises the steps of

f

subj ect i ) por faremsmabAflape P Qex,t HeOby nBiG. B4gbbbyy soacmatic
heat - seal.i ng..process and cutti off the tip e portions of them, K Mre
speci fi c‘ﬁFWyl,lﬁ’cSI’fEatfmgﬁ?‘ﬁoﬁCﬁQﬁ? ecAcioding hag ﬁggagﬁsoﬂ}a%@f WRICH ifced on
a base 111 and, a. _heat-sealing.head 1 I s.pressed th l.ap ortion 1Q0a
o’ achi eianal sl b SEFIATEHAE cDarales B " S38) RG24 loceAdr ol Ped
to t o} o [ ' 0 ' .
mamnré}’re . #ﬁgﬂ%];ag - slgy)gédqp P&%@?ﬁ%ﬂgpq%loglﬁig%@q%sl (fA)fr ot}\}lgdgégapﬁgpﬁ:l S
manner a | B} 142 de -3 i
heat-seaﬁ%ﬁ@%@é t%)la(l)gr:'ltl %héﬂfg%ér—g%%t g{rqé fé):judt%do ft%is g}lg%hi%%(’é}l@%aﬂﬁ( a) to
f orm snephckiging HARax001@BbKe ikl fot 24Ghireds anysstepiér ColdihgWhid Ifiegt rati ng
t he recl osabl e packagi ng bag 100, the shape of which is changed into a

r ect angupartiguas &hwate mispsilowhnnFFI&y. 2@( bln adefidoantike Snmalidlzgdss1008Rx,

100y" denote upper flap portions of the reclosable (gackagi ng bag 100,

whi ch ar €0Qbrtimproxefthiecseadl-standing proparty af thebagald@. PhekagaHdlapsy 100,
there is_not reguired any step for folding the flap portions inward as
show? i n1fPex, 100bgmaydieweyer padokiesl iInwarthas sheawn in F6hx1Q-nprove t he

sel f-standi ng property of the bag 100. The small flaps 10 100ax, 100bx may
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linear fastener may have a slider that is movable along the linear fastener
so as to open or close the opening portion of the main bag body. The
sleeve may have at lease one portion, which is joined to the main bag body

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

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

may be a trapezoid.

According to the present invention described above, the linear

fastener is provided along the opening portion of the main bag body by the

20  insert injection molding so as not to extend to the heat sealed portions. It
is therefore possible to reduce the period of time for process and improve

the processing efficiency.

When the main bag body includes the sleeve for keeping the

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

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

main bag body so as to bear sufficiently the stacking load.



| i near fastener may have a slider that is novable along the linear fastener
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 |ike.
The shape of Prwjisiom efsthsr easdysberdables pastioni ent gt dingan gsfener angl e,
but my be a trapezaqid. According to the present inventjon described
above, faGltatesere alding pdrthesmaiByag Posverty RRdOOPEHEnt POPIPEN QO t he
mai n bag body by the 20 insert injection nolding so,as n 0 extend to
The hesreugh diépaechsiencd (o wniherdyolbtiaed: BraieesdFedicshEnBehEr o o
time for._proces d._i he. . in i.ciency en mai n bag
body i AOF0ABS: ¢ FAlS| SrPRqER e MR R liod B e o R HlEeai n bag
body, i i t e easily the 25 main bag body into a proper
thr%e-é$%¥%§?%§%ﬁﬁi %g%#fpgagddition, it is also possible to inpart an
appropriate strength to the three-di nensional nmain bag body so as to bear
sufficiently the stacking load. -33 Provision of the easily bendable
portion on the linear fastener facilitates the folding of the main bag
body, so as to make it possible to prevent the occurrence of unseemy
outward projection of the bent portions, thus providing a nice-I|ooking
appearance of the three- 5 dinensional main bag body. -34 WHAT IS CLAI MED
IS: 1 A nethod for manufacturing a recl osabl e packagi ng bag, which

conprises the steps of. formng first and second |inear fastening nenbers
on a prescribed position



of a sheet of filmmterial by an insert injunction nolding so as to be
spaced from each other, said first and second |inear fastening nenbers
bei ng engageable with each other to forma linear fastener; folding said
sheet of fil wHRt e cBAIMBWIRG said first and second linear fastening
menbers forned thereon in two so that said first and second |inear

fastening menbgrs canmeRERER minhfcBAtda RlcRSivle ﬁz{maézﬁgaﬁags%ich%mﬁﬁs%@ of
opposite portions of said sheet of filmmateri al us folded to form side

heat - seal ed porti on#hesgps afnet hod of manufacturing a recl osabl e packagi ng
body, which conprises the steps of: continuously formng first and second
| i near fastening nenbers on a prescribed position of arolled strip of

filmmterial by an fdm@@ﬁrsti zmjde@ctombilineamﬂswhhng nwxlussmm%csipahwdiﬁbnom each

other, said first an ntj atf; 1f ast en g %eabl e
with each other to f |gl %el g? el b ms% '}Jurh ogéx?o ?gﬁl StFip of
filmmaterial into spsepaoat elcy dtlﬂbd,&nﬁhﬂﬁ;nhnds beehd 11ﬁéarffhsltdsmrl@tnemba’s

fol di ng said sheet f film erjal Fa said first and second |inear
fasteni ng nenbers f ?‘H’é&n&aﬁ oMt g e% forrLg lineaf §s%PS'st and second
l'inear fastening nmenmbers can engage with each other; and -35 heat-sealing
each of opposite port| ons of said sheet of film materl al thus folded to

form si de heat - seal &Jdiggrseidoheet af filpp anaterieh baving seif disseend secendilipgt or 2,

wherein: said |ineamsicaflyeR6hbd® fGRRE | tRUQIHSIYtwlo0do TR %%t%ame&hdof film
material so as not to extend to said heat-sealed portions. -
linear fastening members can engage with each other; and

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

folded to form side heat-sealed portions.

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

the steps of:

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

fastener;

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

of film material;

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

linear fastening members can engage with each other; and

-35-



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

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

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

as not to extend to said heat-sealed portions.

-36-



