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i, s __ PACKAGE AND METHOD OF MANUFACTURE OF THE SAVE S 7puty0s ¢ -5
BACKGROUND OF THE | NVENTI ON 1.Fieldjof the Invention fﬁg
present invention relates to a: package capabl e of rece|V|ng t herei n wet
or dry article such as tissue er and nore particul arl to such type of

package that is FAHARE AR MM Q%é%?ﬁ&* @R {OF ngA¥Eposed and
closed so as to allow the contained article to be taken out freely
therefromw thout the necessity of providing a separate unsealing cover
whi ch.has conventionally been used. The present invention also relates to
a met hod of manuf act ure ofBAGKGROYHHR KA T ife SENVEREIHove. 2.Prior Art
A conventional package of the above type is shown in Figs. 6(A) and 6(B)
wherein Fig. 6(A) is a perspective view of the package for housi ng a wet
tissue article consisting of a sheet-1like fibrous mat eri al i npregnated
with a heieldeofspeei Bhiventhom state in which a cover is closed while
Fig. 6(B) is a perspective view of the sane especially in a state in
whi ch the covBre prespattethvention relates to a package capable of receiving
therein wet or dry article such as tissue paper and more particularly
to such type of package that is provided with an opening capable of
being exposed and closed so as to allow the contained article to be
taken out freely therefrom without the necessity of providing a
separate unsealing cover which has conventionally been used. The
present invention also relates to a method of manufagture of the
package described above.
2.Prior Art
A conventional package of the above type is shown in Figs. 6 (A)
and 6(B) wherein Fig. 6(A) is a perspective view of the package for
housing a wet tissue article consisting of a sheet-like fibrous
material impregnated with a medicine especially in a state in which
a cover is closed while Fig. 6(B) is a perspective view of the same
especially in a state in which the cover is opened.
The package 1 is made of a laminated material consisting of
(from on the upper'surface side) a PET (polyethylene terephthalate)
film, an aluminum_ foil and a sealant layer. The package 1 is
vertically sealed at the bottom surface thereof and is horizoﬁtally
sealed at both front and rear end portions 1lb, 1lb so that it is
substantially cubic soft sealed body storing therein a plurality of

" sheets of wet tissue paper 3 in layers.

On the upper surface of the package 1, there is provided a



“The package 1 is nade of a | ami nated material consisting of (fromon the
upper surface side) a PET (polyethylene terephthal ate) film an al um num
foil and a sealant |ayer. The package<“l is vertically sealed at the _
bottom surface thereof and is horizontally seal ed at both front and rear

end popbi@gakhon! Dise ddk té d1Sow aubsidnpt btd) opdiing ekt toand edrhedy
storing therein a plurality of sheets of wet tissue paper 3 in |ayers.

On thetHppebnsUshaces Ofcder PaCkaa@ihg tARI GaditePIVY i defy/éx thereon is
2 perforation line so as to allow an elliptical opening la to be forned

t her eoggaRdiancovated tavithatazuadaes.verhayebvbhepeebnks stadbesaopakerded
to that surface. The cover 2 consists of a basic |ayer such as a

pol yprqaybﬁn%d&si&s agd pPURAACR VIRHY Sredioh afd. BAYRICRPYIBAErO' such as
pol yethyl'ene resin | ayers ['am nated on both surfaces of the basic |ayer
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conparatively figid a as an adhesive layer on the portion facing the
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' layer, that is comparatively rigid and has an adhesive layer on the
portion facing the package. When this cover 2 is peeled, the packaging
‘material is cut along the perforation line to thereby provide the
opening la.

When the opening 1é. is closed'by the cover 2 again after the
wet tissue péper 3 has been ta}_cen out from the opening la, the adhesive
layer of the-cover 2 adheres to the package at the periphery of the
opening 15 to thereby close the opening la. By sealing the opening
la with the cover 2 while the package 1 is not in use, it is possible
to prevent the wet tissue paper 3 in the package 1 from becoming dry.

In the case of the package 1 shown in Fig. 6, the cover.2 has
its fixed end 2a at a portion little to the side of its base from
notches 2¢, 2c and the portion sandwiched between the notches 2¢,
2c functions as a hinge. Further, aﬁ adhesive layer is formed over
the entire reér surface of the cover 2 and is adhesion-bonded to the
surface of the package 1. With this package 1, when the cover 2 is
peeled up by holding the tab 2b to the hinge portion sandwiched between
the notches 2¢, 2c¢, the opening la is exposed in a state in which
the cover 2 is held fixed to the surface of the package 1 at the fixed
end 2a as shown in Fig. 6(3).

After the wet tissue paper 3 has been taken out from the opening

la, the cover 2 is caused to fall down on the upper surface of the



YWhenithe opening la is closed by the cover 2 again after the wet tissue
paper 3 has been taken out fromthe opening |la, the adhesive |ayer of the
cover 2 adheres to the package at the periphery of the opening la to

t hereby close the opening la. By sealing the opening la with the cover 2

whi | e tda-kafkagend the 86Vek UsCadhéréd tPEREPdrtich Brovadl th8®pMiin
ti ssue paper 3 in the package 1 from becom ng dry. In the case o0

the pacleagehussheifen fhll Gover bhesCQIRErddhes thd® ddrethe e Alsidice |
. portion little to the side of its base from notches 2c, 2c and the portion
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adhesive layer is forned over .the entire rear surface o e cover and
when e Eosa % 1eS EEPurnel BOSLE} SRS R MBS ISR iR,
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fall d { he upper surface of the _
3 pac%\ag&e]&%eagd the cover 2 is adhered to the portion around the opening

However, when the cover 2 is made of a sheet material different
from the material of which the package 1 is formed as has
conventionally been practiced, a process becomes necessary in which
the cover 2 is adhesion-bonded to the packaging material of the
package 1 before forming the package 1. In this process, the step
of supplying' a number of covers 2 one by oné and the step of
'adhesion—bonding each of the covers 2 to a portion for fofming the

- opening la of the packaging material éfter positioning the . covers:
2 with respect to that portion one by one are required and the working
facilities for performing such steps automatiéally become
complicated.

Further, the conventional cover 2 is made of a comparatively
expensive sheet material consisting of a basic layer of polypropylene
and surface layers each consisting of polypropylene or polyethylene
resin and laminated onto both surfaces of the basic layer with the
addition of a print layer and a top coat layer , so that the material
cost increases by the amount required for the provision of the cover
2.

In addition, in the case of such package 1, when the cover 2
is peeled in a direction in which it leaves away from the package

1 from the state shown in Fig. 6(A) by holding the tab 2b of the cover



{a. Thus, when the cover 2 is adhered to that portion again, since it is
adhered to the surface of the package 1 in a state in which the cover 2
has returned to its original position, 4he positioning of the cover 2 with
respect to the opening la is no nore required so that the cover 2 is

adher edp b9 RarM 24t @685 MR 99%95%1%& Eﬁatpﬁf%?géling action H%V@t‘!@é &hen
the cover 2 is made of a sheet material differen fromthe materi al
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process becones necessary in which the cover 2 I s adhesion-bonded to t
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process, the step of supplying a nunber of covers one by one an
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it inconvenient in use.
SUMMARY OF THE INVENTION

The present invention has been made to solve the above-
described problems involved in th-e conventi‘onal package and an object
of the present invention is to provide a package which eliminates
the necessity of attaéhing a separate cover thereto and which can
reduce the material cost.

Another object of the present invention is to provide a package
provided withlan unsealing strip which is hardly separated from the
packaging sheet forming part of the package and which is not required
to be poéitioned and bonded during its use. |

A further object of the present invention is to provide a method.
of manufacture of the above-described package, which method can
eliminate the step of positioning a cover with respect to each of
the packaging sheets forming the package to thereby simplify the
manufacturing method.

The package accqrding to the present invention is characterized

in that it comprises a bag formed by laminating the outer peripheral



tost:increases by the ambunt required for the provision of the cover 2.
In addition, in the case of such package 1, when the cover 2 is peeled in
a direction in which it |eaves away froPnthe package 1 fromthe state
shown in Fig. 6(A) by holding the tab 2b of the cover

4 2 bypdwiniions toflaasimeér Paskesg Iy Isheeithat thhen ReeliIe Rakkslti SpshPRped
at thew%otches 2c, 2c but there |;q%onetines a case where the fixed end 2a

of the #m¥ean2o0ae8®s paickalyiony tdrestiripes ah hh%eaiﬁhag%t&iﬁ)r%éﬁheoféwgﬁ 2

is separated at the hinge portion sandw ched between “the notches 2c,
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cover 2 should be separated fromthe package 1, it cessary to
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Use’

opening la resulting in making 1t 1nconvenient in
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sol ve the above-
above-mentioned unsealing strip to be separated from the remaining
portion of the outer packaging sheet (see Fig. 1A). Alternatively,
the outer packaging sheét may have a convex portion defined in advance
for forming the unsealing strip. (see Fig. 2B).

Further, it is preferable that the edge of the'inner'packaging
sheet be welded to the laminated section of the outer packaging sheet
and the unsealing strip formed on said laminated section of the outer
packaging sheet could be opened up to the welded portion.

The welded portion of the two packaging sheets is designéted'
by the letter Sa ih Fig. 4. That is, it is the portion where the

 outer packaging sheet is partially folded-to cover (clamp) the edge
of the inner packaging sheet, and the in1;1er surface of the edge of
the inner packaging sheet and the opposing inner surface of the folded
portion of the outer packaging sheet are thermally welded. This
structure has the advantage that even when the unsealing strip is
peeled up to the boundary of the laminated section, that is, the welded
portion between the edge of the inner packaging sheet and the outer
packaging sheet, the edge of the inner packaging sheet is not
separated from the outer packaging sheet to thereby prevent the
formation of a gap between the two packaging sheets. |

Further, the inner packaging sheet is provided with a
separating line surrounding a portion of a predetermined area and

this portion is adhesion-bonded to the ocuter packaging sheet whereby



descri bed problens involved in the conventional package and an object of
the present invention is to provide a p%ckage which elimnates the
necessity of attaching a separate cover “thereto and which can reduce the
mat eri al cost. Anot her object of the present invention is to provide

a packaghenptheldaéew&hhgastuﬂse&blp@e&bﬂ,pthblpbrtiohasdkyommﬂ&dab@dtheom
the packagi ng sheet formng part of the package and which is not required

to be pesphratdtigabiinboisletpdrdteg firomusite remaining portien objtdod iahetrhe
present invention is to provide a nethod of manufacture of the

above- dgaekiabatgpshikegeshatelsy dmpidiichCahe shoverréwt ibtedticierting. This
positioning a cover with respect to each of the packagi ng sheets form ng

the packagactariehaaebynsi aavhhyayBethaanwihastiié npdteidiPd s coveredl@Gain
package according to the present invention is characterized in that it

conpri sgy aHRgpéol 88duRychaingatdtig, hec vt 8epRektBACRrt of the inner
5 portions of an inner packaging sheet with an articlé takeout openi ng

and an gubRhgRackaticed ThHee!t iW biindRin$eakhed usﬁsnebme@p%@rqpofcov@s:@o%h@
and cl osing the "opening of the inner packagi ng sheet In the above

Struct UpBenlifg AHEFePRChREVBALINGEILHEYadesive layer from coming into

contact with the contained article through the opening.

Alternatively, | it is al-so possible to so const:&uct the package
that an openiﬁg for taking out the contained article therefrom is
formed in advance on the inner packaging sheet and a portion of the
inner surface of the outer packaging sheet.corresponding in position
to the opening is made to have no adhesive layer. Further, although
the opening in the shown example is elliptical, it may be in the form
of a slit 1ineariy cut in the inner packaging sheet.

Furfher, the methad of manufacture of a package according.to
the present invention is characterized by comprising the steps of:

placing an outer packaging sheet having a portion becoming an
unsealing strip over an inner packaging sheet having a contained
article takeout opening and adhesion-bonding both of the sheets to
thereby form a laminated section on one side of the sheets;

welding the edge of the inner padkaging sheet and that.of the
outer packaging sheet on the side opposite to the laminated section
‘before or after an article islreceiVedfbetween the packaging sheets
connected at the laminated section to thereby form a cylindrical body
with a vertical seal ; and

dividing the cylindrical body info a plurality of sections of

an equal length meeting the amount of an article to be contained



provided with cutting lines for allowng a portion formng the
above-nentioned unsealing strip to be separated fromthe remaining portion
of the outer packagi hg sheet (see Fig. ¥A). Alternatively, the outer
packagi ng sheet nay have a convex portion defined in advance for formng

t he Unseﬁbirégnséﬁdime](ﬁﬁih_{h_ﬁ- tﬁ@)packagbing EHeklerfothing tHeetglabbe ithat
the edge of the inner packaging sheet be welded to the | am nated section

of the guker iRagkasiest s6RCint@pdetPEnynseatidir dridied il toe sardical
1 am nated Section of the outer packaging sheet could be opened up to the

vel ded gkt @3 thereby Eomel dRekiRQuHHAN sfalthe two packaging sheets is
designated by the lefter Sain Fig. 4. That is, it is the portion where

the outer pa%h@gw&véh&ﬁschﬁb@agﬁéawa/o%qﬁmix&&ﬁ/%{ay( shaMye!tife 8¢ep

of the inner packaging sheet, and the 1nner surtface of the edge of the
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Unlike the conventional package, the above-mentioned package
has no separate cover for 'élosing the opening but it is provided with
an unsealing strip for closing the opening aé a part of one of the
packaging sheets forming the package. Consequently, it is not
necessary to provide a éover separately from the packaging sheets
so that the material cost can be reduced and the step of positioning
and bonding the cover with respect to the corresponding packaging
sheet can be curtailed.

The unsealing strip is formed integral with the outer packaging
sheet but it is possible that no partial adhesive layer be provided
at the laminated sectién between the top end of the unsealing strip
and the inner packaging sheet and the top end of the unsealing strip
be made to serve as a tab.

Further, where cutting lines for separating the unsealing strip
are formed on the outer packaging sheet at the laminated section,
such cutting lines may be provided only at the edge of the outer
packaging sheet so that the unsealing étrip can be separated from
the outer packaging sheet through the cutting lines. Alternatively,
the above-mentioned cutting lines for separating the portion for

forming the unsealing strip inay be made to be continuous lines



geparating line surrounding a portion of a predeterm ned area and this
portion is adhesi on-bonded to the outer packagi ng sheet whereby

6 when the unsealing strip is peeled, #he portion surrounded by the
separating line is separated fromthe remaining portion of the inner
packagi rgasieeati nighehebyaekposéd Gddia aboveineatnduedn ot figra fivs lines.
structure has the advantage that when the opening is covered again by the

peel ed unseal iIAgthkr hanuifaetaeiagaipeddeas!, @ivol keondate pRakeadiniyg shieedls
that is adhered to the unsealing strip covers the opening thereby

prevent g hBedagheshye d aeindy @MatOBbparhbiflg TORESCsudh tds ipee foriitdigred
article through the opening. Alternatively, it is also possible to

so constiliwes e Bapkadeinghah 8peARAR Afef Porhddi 6@ e dhaHOMHaAKRA N

article therefromis fornmed in advance on the inner packagi ng sheet "and a

portion pfedthe or NAIEropEhiRGC1 8l FoRmeUli® RAFHRME NIndhegtLeny e3peadisg i n
position to the openihg is nmade to have no adhesive |ayer. Farther,
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form of nearly cut 1n the 1 nner packagi ng sheet.

the met had Qf; IR WhACkUr enaked BEKAGE AL Pl iy sheets are laminated

so that the portion for becoming the unsealing strip overlaps the
portion for forming the opening and an adhesive layer is formed on
one of the two packaging sheets (preferably the outer packaging sheet).
Then both of the sheets are bonded.

After that, an article is wrapped between the bonded packaging
sheets and the bonded sheets are vertically sealed to become
cylindrical. Alternatively, the article may be received in the
vertically sealed cylindrical body. 'Then, the cylindrical bbdy is
divided into a plurality of units in proportion to the amount of the
article contained and after being h_orizontally séaled, the units are
separated from one another.

According to the manufacturing method for this package, since
the body of the packaging sheets bonded at the laminated section may
be subjected as it is to the conventional packaging process to form
both vertical and horizontal seal sections to fhereby complete
packaging, the packaging process is quite simple. Especially, since
the positioning and bondimj of the cover with respect to the package
which have hitherto been required. are no more necessary, the
manufactufing process is simplified. |

In the case of the pac.kage and the method of manufacture of

the same described above, the edges of the packaging sheets at a



the present invention is characterized by conprising the steps of:

pl aci ng an outer packagi ng sheet having a portion becom ng an unsealing
strip over an inner packaging sheet haf¥ng a contained article takeout
openi ng and adhesi on-bondi ng both of the sheets to thereby forma

| am natgyk SEdh Bpps FE 156 denhdf Lddinste@isection arewtslided tthegedyer ofo t he
I nner packagi ng sheet and that of the outer packagi ng sheet on the side

0pposi tytp hhe;d AN AL ede8ECtiPNthELEBYE AL t Elie ABhAisC| €01 Betome Ved
bet ween t he packagi ng sheets connected at the | am nated section to thereby

forma ciifurical bogdy. MbhBvaryehttoalingako thRdpresent dintdlitidod hea
cylindrical body into a plurality of sections of an equal |ength neeting

the amuyy o éﬁ\r,\belfd'c?ltl'rfbl ShketPRa M daRdcylindrical in such a manner that

7 therein an ng the two packagi ng Sheets form ng the cylindrical
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t her eby rma horizZontal seal. The above-descri bed net hod of
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packagi ng s e out er~ packagi sheet re or after
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of the sheet and the cylindrical sheet is made to have only a horizontal

seal.
BRIEF DESCRIPTION OF THE DRAWINGS

Fig. 1(A) is a perspective view of a package according to one
embodiment of the present invention especially in a state in which
an opening of the package is covered with an unsealing strip as a
part of one of packaging sheets forming the package;

Fig. 1 (B) is a perspective view of'the package shown in Fig.
1(A) especially in a state in which the opening of the package is
exposed as a result of removing.the unsealing strip;

Fig. 2(A) is a perspective view of a package accbrding to another
embodiment of the present invention with a short cutting line Ca;

Fig. 2(B) is a perspective view of the package accordiné to
another embodiment of the present invéntion with the outer packaging.
sheet Fa cut in a convex shape in advance;

Fig. 3 is a perspective view of a lamination of two packaging
' sheefs forming the package shown in Fig. 1(A);
Fig. 4 is a vertical sectional view of a package according to

the present invention;



‘present invention is wet or-dry tissue paper or the like. Unli ke the
conventi onal package, the above-nentioagd package has no separate cover
for closing the opening but it is provided with an unsealing strip for
closing the opening as a part of one of the packaging sheets form ng the
package. Conddguerit |iys an amdlamyged reegdsisaral twigw off gackagivey shegdrsattad vy
fromthe packaging sheets so that the material cost can be reduced and the
step ofbedaminabedfomfidrindndiangatkageacmondiirty teecprésehbenvention;
correspondi ng packagi ng sheet can be curtail ed. The unsealing strip
i s formed intrdgy.alé WAh ideaopéesppatkagi ngewsbéet dhvientidneds pdiiaddat
no partial adhesive |layer be provided at the |am nated section between the

top endegPeditel Ipsianld natsd riirp whiinsh tdie dguigingpaskagia padierje and dihsdPp
end of the unsealing strip be nmade to serve as a tab. - Furt her,

wher e GuitdH g dowes; faid separating the unsealing strip are fornmed on the
out er packagi ng sheet at the |lam nated section, such cutting |lines may be

provi ded onl yigf. thqpgdae af péhspeuteve PosKaGE Nthe vt 1411 h-kage
unsealing strip can be separated from the outer packagi ng sheet "t hrough
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separating the portion for ormng the unsealing strip may be nade 1o be

conti nsodddI@ss a result of opening the cover.
DESCRIPTION OF PREFERRED EMBODIMENTS OF_ THE INVENTION

The preferred embodiments of the present invention will ﬁow
be described with reference to the accompanying drawings wherein Figs.
1 (A) and 1 (B) are perspective views of one mode of a package according
to the present invention of which Fig. 1 (A) shows a state in which
an opening 8 is covered by an unseaiing strip 9 as a part of a packaging -
sheet Fa forming a part of the package H and Fig. 1(B) shows a state
in which the unsealing strip 9 is opened, Figs. 2(A) and 2 (B) show
another embodiment of the present invention, Fig. 3 is a perspective
view illustrating a laminated section of packaging sheets forming
a package, Fig. 4 is a sectional view of the package shown in Figqg.
1(A) and Fig. 5 is an enlarged sectional view of a packaging material

- F.

As shown in Fig. 3, a packaging material F for a package H of
the present invéntion ‘comprises a lamination of two packaging sheets
Fa and Fb. As shown in Fig. 5, each of the packaging sheets Fa and
Fb comprises a polyethylene terephtﬁalate (PET) layer f1 as the

outermost layer, an aluminum foil f2 as a core layer and a heat seal



8 traversing the |am nated section or intermttent perforation |ines.
In the manuf acturing process, two eIongate packagi ng sheets are used in
such a manner that separating |ines suchlas perforation |lines for
separating an opening are fornmed on one of the packaging sheets or an

openi ng 1ayekrOrBEdHItAGMANES L édtd | §8alaNESsheh asepangiblg sktettRBbalg Ng
strip are fornmed in advance on the other packagi ng sheet. Next, both of

t he packadiptopiaeine aiopH)alsaned nne? Ukdlert RRdP@Edho B £f Qhe@%cqwaﬁsst he.
unsealing Strip overlaps the portion for form ng the opening and an

adhesi Vel JfS of Aata®ed FiAnPf( BNe iR aRecK 3ieRe )S RReidRd Wﬁfwraalaﬂy
t he outer packagi ng sheet). Then both of the sheets are bonded

After thai it hiekenhtiveanpedt helymenat i bendech packasbag séat@qtag,ea:nd

the bonded sheet's are veriically sealed to become cylindrical.
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cyllndrlca Then e cylindrical body is divided into a plurality

of uni t Sl BIRRARGY ! Sdeife AR edE piichlee danoaidaad ndmtide

belng hori zo units are sepafated’from one anoth
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(polyethylene) may be used as the heat seal layer f£3.

Since the aluminum foil f2 does not allow water or oxygen to
permeate therethrough and has an excellent degree of air-tightness,
when a wet tissue article 3 impregnated with cosmetics or. a medicine
is contained in the package, it is possible to prevent it from becoming .
dry. On the surface of the aluminum foil £f2, there is frinted a
trademark of an instruction for handling énd the_PET layer f1 has
also the function of profecting such pfintin’g serving as a protective
layer. |

As shown in Fig. 3, the packaging sheets Fa and Fb are overlapped
each other by a width A which forms a laminated section. Further,
on the rear (inner) surface of the packaging sheet Fa, that is, on
the surface of the above—mentioned heét seal layer £3, there is formed
an adhesive layer 6 over a width B and.further, the edge of the
packaging sheet Fa includes a portion 7 wheré there is no adhesive
layerlover a width of A minus B. At the laminated porﬁion having
the width A, the polyethylene terephthalate layer f1l as said outer
layer of the packaging sheet Fb and the-heat seal layer £3 as the
inner layer of the packaging sheet Fé are adhesion-bonded in face
to féce rélationship with each other.

Thus, a plurality of sheets of wet tissue article in a folded



the body of the packagi ng sheets bonded at the | am nated section nmay be
subjected as it is to the conventi onal gfckaging process to form both
vertical and horizontal seal sections t®thereby conplete packaging, the
packagi ng process is quite sinple. Especially, since the positioning and
bondi ngafal Idweirmoved stiattle 466 Metpred 48a pankage invbhepdekeging hackeibaeen
required are no nore necessary, the manufacturing process is sinplified.

I n the gas@n®fisiwy pATkAdRaDen!dE Btk afingrhkatsUrE a@id Fbhe maBBown
descri bed above, the edges of the packagi ng sheets at a

9 posi tihopigpptpﬁié@%é@ 1heap @D ateithe SPPHL Y eovehded atmageiey sketibar m
a vertical seal to thereby allow the sheets to becone a cylindrical body.

However oragpar ghBtahngh8neeesera aRWerbl are §oiﬁbﬂgk:6glé@ﬁ%§'gh<@&ﬁ§h%efth@y
be made cylindrical “in"such. a manner that thé mating édges of the sheet

are lamyagkedeRY Bapeedersr g nese it didhet N RGeS ifted Qe offer,

opening 1s forned in the inner portion of tthe sheet while an unsealing

d
strip i E)r%%ﬁ@ﬁda ﬁ Eﬂ'@r&érﬂf_\; w%qrcfé'd)fioatrq{efée@(sﬂ% aaﬁ';'@r{féafyéé'mrsie%!ion

sheet i e to have only "a hori zont S
S1. When the package H is formed, the above-described laminated

section becomes an upper surface and the vertical seal section S1
is directed to the bottom surface.

The packaging material F which has beéome cylindrical with the
formation of the vertical seal section S1 has both longitudinal ends
thereof, that is, both ends 4b; 4b of the packaging sheet Fa and both
ends 5a, 5b of the packaging sheet Fb, pressed and thermally bonded
while the heat seal layers £3 of the two packaging sheets are kept
face to face according to the amount of its content, to thereby form
a horizbntal seal section S2.

As shown in Fig. 4, the sectional configuration of the package
H is substantially in the form of a rectangle but at each of the corners
of such rectangle, the packaging material F is folded by a small width
W and thermélly bonded to form small-width seal sectiqns Sa, Sb, Sc
and Sd.

At the small-width seal sections Sb and Sd, the heat seal layers
f3 as the inner layer of the packaging sheet Fb are held opbosite
to each other, so that when the folded portions ;)f the packaging sheet
Fb are pressed and heated at the small-width section W, they can be
thermally bonded together. Similarly, since the heat seal layers
£f3 of the packaging sheet Fa are held opposite to eaéh other also

‘at the small-width seal section Sc, when the folded portions of the



‘BRI EF DESCRI PTI ON OF THE DRAW NGS Fig. 1(A) is a perspective view
of a package according to one enbodi $t of the present invention
especially in a state in which an openfng of the package is covered with
an unsealing strip as a part of one of packaging sheets formng the
packag®ackaging phget1F# Brd prespedsardtheated el the tdma hlaokidich slewirdonn
Fig. = 1(A) especially in a state in which the opening of the package is
expose@,ashey ean tbeofthreamad iy hdreledhseal i ng stri p; Fig. 2(A) is a
perspective view of a package according to another enbodinent of the
present i nvediowewvem,t hatt sttor t smalldl-mddthnes€al sectiorfFi §a,2(H)ei suker
perspective view of the package according to another enbodi nent of the
pr esentpackagyimnigsheth Rahd sodeerfqladdagisngdo sloetr Ralanp) mam ey ¢ fape
i n advance; Fig. 3 is a perspective view of a [am nation of two
packagithg isinest patadiing tsheetafbaget sttoswildnniEged detion so tHAtYthe i s
a vertical sectional view of a package according to the present invention;
10 heat seal layer f£3 at the edge 5c of the packaging sheet Fb and the

facing heat seal layer £f3 at the small-width section 4c of the

packaging sheet Fa are thermally sealed and a's' shown in Fig. 4, the

lower surface of the edge 5c becomes a thermally bonded seal section

(i) . However, the opposing surface portion (ii) between the upper

surface of the edge 5c of the packagj.ng sheet Fb and the packaging

sheet Fa are not thermally bonded but are adhesion-bonded by the

above-described adhesive layer 6. |

As shown in Fig.1(B), at the above-described laminated section

having the width A, the inner packaging sheet Fb is provided with

an opening 8 for taking out a content such as a wet tissue article

3. As shown in Fig. 3, the packaging sheet Fb has a separating line

P enclosing a portion having a predetermined area. This separating

line P is made up of a series of perforations or linear cuts formed

at a predetermined pitch and the area surrounded by this line becoines

a separating strip 5d. As shown in Fig. 1(B), when the separating

strip 5d is separated along the separating'line P, the opening 8 is

~ exposed in the packaging sheet Fb.
Further, at the above-described laminated section, an
unsealing strip 9 is formed integrally with the outer packaging sheet
Fa so as to overlap a portion where the opening 8 is formed. The

unsealing strip 9 can be so constructed that it can be separated from

the remaining portion of the packaging sheet Fa through cutting lines



Fig. 5 is an enlarged sectional view of packaging sheets to be |am nated

for formng a package according to the H&es'ent I nventi on; ~ Fig. 6 (A
is a perspective view of a conventional "package especially in a sate in

whi ch an opening of the package is closed wth a cover; and Fig. 6
(B) is aﬁ% pnvbovhew@stﬂ@mﬁemﬁww@&yagemﬁgmh. Bheigutsing)

especially in a state in which the opening is exposed as a result of
openi ng lire OVies .shown as a pESCRrRTAON GEnPRERERREEEMRODE MERTE G THE -

| NVENTI ON The preferred enbodi nents of the present invention wll
now be lesidr imeadbei ahcorttneode cwtting dodowpimrthemr anshgstwheteingFoys.
1 (A) and 1 (B) are perspective views of one npde of a package according
to the pesEotatieomniins mdyvibe cflofimgd dt (e sdyes of sthat ackadindg skeet
opening 8 is covered by an unsealing strip 9 as a part of a packagi ng
sheet Fard suthglmtparternftiehansealddege dtaig Bi §s paBledhbmsthe sdbtection
whi ch the unsealing strip 9 is opened, Figs. 2(A) and 2(B) show anot her
enbodi nepf tife blreopr®sancutniant Lbne ditgends t® Bheasaqiedinvg shdetWFa from
illustrating a | am nated section of packaging sheets form ng a package,
Fig. 4 isuchssisdéionpérioestcdbnt benpackage shown in Fig. 1 (A) and Fig. 5
Is an enl arged sectional view of a packaging nateri al :

As described above, since the adhesive layer 6 is formed on

the inner surface of the packaging sheet Fa at the laminated section,
the unsealing strip 9 is adhered to the area of the packaging sheet
Fb where the opening 8 is formed. Furfhér, at the laminated section
there is provided, on the side of the edée of the packaging sheet
Fa, the above-mentioned portlon Tofa predetermlned width where there
is no adhesive layer. Therefore, the portion of the unsealing strlp
9 corresponding to the portion 7 is not adhered to the packaging sheet
Fb and the portion 7 serves as a tab 9a of the unsealing strip 9.
Next, a method of manufacture of the above-described package
H will be described. | |
First, as shown in Fig. 3, two vertically elongated packaging
sheets Fa and Fb each comprising a lamination of a PET 1ayer £1,
“an aluminum foil £2 and a heat seal layer £f3 are laminated with the
packaging sheet Fb as an inner layer and the packaging sheet Fa as
an outer layer. A plurality of separating lines P for removing
separating strips 5d are formed in advance on the inner packaging
sheet Fb at the laminated séction and a plurality of cutting lines
| C for separafing unsealing strips 9 are formed on the ocuter packaging
sheet Fa at the laminated section.

An adhesive layer 6 hav1ng a width B is formed on the inner



F. . As shown in Fig. 3, a packaging material F for a package H of

t he present invention conprises a |lam nation .of two packagi ng sheets Fa
and Fb. As shown in Fig. 5, each of the?%ackagi ng sheets Fa and Fb
conprises a polyethylene terephthalate (PET) |ayer f1 as the outernopst

| ayer, smurflage hthefuidfdce af the beatl sgal lavemfBeaif tbelpackaging sheet f 3
which is so called a seal ant such as biaxial stretching polypropyl ene
(OPP) a¥aan Theeadhegeveahayendh icf folmeed byyeosting dmradhiesive dgarnthaned
film( a lam nated sheet) bonded with a dry - lamnate. Alternatively, it
may be &headnnetdi snrdtce bfatheepéckaging sheehafad dhe padkagirFEBheets
consisting of PET and an alum num silica or alumna |ayer deposited

t her eon FaFahdh€b, are ovdelappetinpyoxewidtle Aeaid setldsiprstbarddd by means
| am nation of two |ayers of OPP and PE (polyethylene) may be used as the

heat seaf kageadhdsive layebi 6ice Irhehdlsugasen thel padkdgengnsheat $ e \saider
or oxygen to perneate therethrough and has an excell ent degree of

air-ti gifngse admdieive-y@idéd STt rathe ¢l £r8 s0"PI £gREE Gl b BACBOSERE: Ghad a

medicine is contained in the package, it is possible to prevent it from

becom n@acly or @hd Ko St s copf thlepabuayiHg ERkbtf F3, suiebRinideddbyntek a
cutting lines C to become the unsealing-strips 9 overlaps each of
the separating strips 5d. ’

Further, small-width seal sections Sa, Sb, Sc and Sd shown in
Fig. 4 are formed on the packaging material F formed by a lamination
of the packaging sheets Fa and Fb. This step is performed by partially

| folding the packaging material F and thermally bonding the folded
portions of the material F.

Next, a content such as a wet tissue article 3 is wrapped by
the packaging material F, the edge 4a of the packaging sheet Fa and
the edge 5a of the packaging sheet Fb are put together flat and
thermally bonded to form a vertical seal section S1 thereby making
the packaging material F cylindrical. = Further, the packaging
material F is pressed in a direction normal to the vertical seal
section S1 in proportion to the amount of the content and thermally
bonded thereby forming a horizontal sealing section S2 . Then, the
packaging material F is cut along the horizontal aeal section S2 to
separate each unit 'paclkage thus formed.

In the case of the package H manufactured in the above manner,
the unsealing strip 9 is a part of the packaging sheet Fa comprising
the package H so that the material cost can be reduced when compared

to the conventional package comprising a packaging material provided



trademark or an instruction for handling and the PET |ayer f1 has also the
function of protecting such printing seéging as a protective |ayer.

As shown in Fig. 3, the packaging sheets Fa and Fb are overl apped each
other by a wdth A which fornms a | am nated section. Further, on the rear
(i nner) vsinif acseparahelyaskfigchgdstewedr FEuntiier i sinae theecentématecani Hehe
above-nenti oned heat seal layer f 3, there is forned an adhesive |ayer 6
over a \patkadddrd Lurisdy thieepadiagbhgtiwetepbak & ifognedeof &damiclatdem a
portion 7 where there is no adhesive |ayer over a wwdth of A mnus B. At
the | amigmith@d packaginbashegtst he andltib By ubéngod yeinwdrenional edkaa)iaie

| ayer f1 as said outer |ayer of the packaging sheet Fb and the heat seal

| ayer f3%qsign¥nt, s pavedgDigtsiceparkagl 8§ pdeeoried awerndbeseon- bonded
in face to face relationship wth each other. Thus, a plurality of

sheets of wet yHesSWheAddWaRyd W asf @id6d used, the tab 9a which is formed
12 and lamnated state are wapped as a content in the packaging materi al

F conprigi e thpTbRathenubehenpadkanh iy anle ¢hs chahaBdnEhagrss VO yd
Fig. 4, edges 4a and 5a |ying opposite to the | am nated section
6 is peeled toward the direction of the arrow a by fingers, the
packaging sheet Fa is cut along the cutting .lines C so that the
unsealing strip 9 is separated from the remaining portip'n of the
packaging sheet Fa. In this case, the separating strip 5d on the
packaging sheet Fb is adhered to the unsealing strip 9 so that the
separating strip 5d is se_parated from the packaging sheet Fb while
it is kept adhered to the rear surface of the unsealing strip- 9 and
as a result, the opening 8 is formed in the packaging sheet Fb. |
The content such as the wet tissue article 3 is taken out in
sequence through the opening 8. When the unsealing strip 9 is made
to fall down on the side of the packaging sheet Fb after the content
has been taken out, the unsealing strip 9 is adhered to the packaging
sheet Fb by means of the adhesive layer 6 so that the paékage H is
sealed to prevent the content from becoming dry. Further, when the
opening 8 is closed again by the unsealing strip 9, the separating
strip 5a adhered to the unsealinQ strip 9 comes to lie at the opening
8 so that the opening 8 is cove;red with this separating strip 5d and.
the content such as the wet tissue article 3 does not be_céme adhered
to the adhesive léyer 6 of the unsealing strip 9.
Thus, it is possible with this package H to peel the unsealing
strip 9 repeatedly. Further, the unsealing strip 9 can be peeled

by being pulled up to a small-width seal section Sa shown in Fig.



‘of the packagi ng sheets Fa and Fb are joined together keeping the heat

seal layers f3 as their inner layers face to face each other, pressed and
thermally welded to thereby forma vertical seal section Sl1. Wen the
package His forned, the above-described |am nated section beconmes an
upper d4urfHowesnad,t haliket thel conakbnsdonadncBieri shownedhe@iga tehe shiaicieom
surface. - The packaging material F which has becone cylindrical with
the fahesunsealdfingheterdpt Bcak aephrsest itie Fadlasyirog sHemtgiRaydiitaldossds
thereof, that is, both ends 4b, 4b of the packagi ng sheet Fa and both ends

5a, 5bneft beeopackaf gteheaiegdratiie e tid gdukagd Hy bpadeHeryhit ehlehe
heat seal |layers f3 of the two packagi ng sheets are kept face to face

accor dighe 11o-wikR- At seitiibh sant €Rk, efiget ferebtHOPaCKRJIHG Zhaat FReal
section S2. As shown in Fig. 4, the sectional configuration of the

packag@ndthé suist-anidid k¥cthohhie Berﬁnébaekégiha%@e@% &te @dSmfl 1Whe
corners of such rectangle, the packaging material F is folded by a smal

width pWaned therdid |yhdanded, thoddsdn sozd | s&eéians‘@@b §scfthares when $e SC
and Sd. At the small-width seal sections Sb and Sd, the heat seal

layers {3 AS dSt LR 1 & P af 1 446 1 Ragkeadi PecERBAY th’:}& ieid o %%fte
Egt n %ol eg ? E g%@

to each other, so t t he portions o e packagi ng

are pr %%%%d.p%%‘il%%a%%‘éi% Egﬁ Egaéééﬂ\f:gﬁ? ss_t%ﬂﬂé)ci] a tt}fée)éb%%-l&%ntloned
thermally bonded seal section. (i). Further, since the packaging
sheets Fa and Fb are thermally bonded at the thermally bonded seal
section (i), when the unsealing strip 9 is peeled largely, it is
possible to prevent the fomation of a gap in the packaging material

" at the base portion of the unsealing strip 9.

' Further, if a rigid reinforcing material such as a PET film
is bonded to the peripheral portion of the opening 8 of the packaging
sheet.Fb for forming the package H so as to partially increase the
thickness of the packaging sheet Fb at the peripherai portion of the
opening 8, the packaging sheet Fb becomes hardly crumpled or bent
ét that peripheral portion of the opening 8 so that the unsealing
strip 9 can be securely adhered around the openiﬁg 8 thereby
increasiﬁg the sealing property of the opening 8.

Next, another embodiment of the present invention shown in Figs.
2(A) and 2(B) will be described.

In the case of the package H shown in Fig. 2(A), a short cutting
line Ca exteﬁding fromone of the cutting lines C in a direction normal
to the latter is formed. In this embodiment, the unsealing strip 9
can be cut off from the short cutting line Ca after the unsealing

strip 9 is peeled as shown in Fig. 1(B).



thermally bonded together. Simlarly, since the heat seal layers {3 of

t he packagi ng sheet Fa are held opposi# to each other also at the
smal | -wi dt h seal section Sc, when the glded portions of the

13 ‘packagi ng sheet Fa are pressed and heated at the small-w dth section
W they can Beddrerimglly, biredesl.this packdgeevkris atsade s wefiil i
section Sa, the outer packaging sheet Fa is so folded as to cover (clanp)
an edgerfiw of cdidmimngr ipadegpossidieettdiput the parkage eth secttiafre sin
that the heat seal layer f3 at the edge 5c of the packagi ng sheet Fb and
the fagiih herd wedlaliaxerstdpad tiberemakkdwbgt busethgon Reridiet hevhere
packagi ng sheet Fa are thermally sealed and as shown in Fig. 4, the |ower
surf acecrd ﬁh@ka@@_ﬁ £€ eepaesit idhetinhbuy pobtding sealintecthercorntijiner,
‘However, the opposing surface portion (ii) between the upper surface of

the edge: 56 pbskhBlBackagdd tshaesudh andnhke pRakags mhowhdet FEg. al Bnot
thermal |y bonded but are adhesi on-bonded by the above-described adhesive

| ayer 6Ghe unsed ik @MY Fiig répeBiedaly Eb@lébowﬂtﬁeﬁﬁrbbﬁﬂihgnéﬂﬂitﬁb
section having the width A the 1 nner packaging sheet Fb is provided with
an openifee8 {4 4@kipdooston €RBt SRbreUeltasng Mehet Casue article
Next, in the case of the padkaée H shown in Fig. 2(B), the
outer packaging sheet Fa.at.the laminated section has no cutting line
C but the outer packaging sheet F‘a is cut in a convex shape in advance
at the laminated section so that this convex portion serves as the
unsealing strip 9. In the case of the package shown in Fig. 2(B),
it is not neceﬁsary to separate the unsealing strip'9 along the
above-mentioned cutting lines C and so, if the unsealing strip 9
is peeled directly from ﬁhe tab 9a, the opening 8 can be exposad.

The package shown in Fig. 2(B) has the advantage that it is
free of the problem that the edge (iii) of the packaging sheet Fa
after removing the unsealing strip 9 shown in Fig..l(B) gets turned
up and therefore, the external appearance of the package in use is
hardly impaired.

As described above, the package according to the present
invention has various advantages that since the unsealing strip for
closing tha openiné is formed.of a portion of the cover, it is not
necessary to provide a separate dover for closing the opening as has
hitherfo been practiced so that the material cost'can be reduced.
Further, no complicated step of positioning and then bonding the cover
to the package is%;equired in the manufacturing process thereof.

Further, the package according to the present invention has



3. As shown in Fig. 3, the packagi ng sheet Fb has a separating line P

- enclosing a portion having a predeterm,ped area. This separating line Pis
made up of a series of perforations orlginear cuts formed at a
predeterm ned pitch and the area surrounded by this |ine becones a

separ atam@dstanadel inAusehtenpireveny. théBinseabifid het sipaf aom ngpmistg igf Hd
is separated along the separating line P, the opening 8 is exposed in the
packagitte Pweiktadd.when beingirphitled atpt he above-described | am nated
section, an wunsealing strip 9 is fornmed integrally with the outer
packagi ng sheet Fa so as to overlap a portion where the opening 8 is
formed. The wunsealing strip 9 can be so constructed that it can be
separated from the remaining portioh of the packagi ng sheet Fa through
cutting lines 14 C forned on both
sides thereof, respectively. Although the cutting line Cis shown as a
perforation line in the exanple shown in Fig. =1, it may be a conti nuous
cutting line. Further, a short cutting or perforation line nay be forned
at the edge of the packagi ng sheet Fa such that- when the unsealing strip 9
is pulled in the direction of the arrow [err], a cutting line extends to

t he packagi ng sheet Fa from




such -short perforation line. . As described above, since the adhesive

| ayer 6 is formed on the inner surface of t he packagrﬂg—shee%—Fa—at—rhe—

| ami nated gecfioh thére’is provi ded, on the side of t
packagi ng sheet Fa, the above-mentioned portion 7 of :

LZL’LQST nol HERRUNY Ill“ﬂlﬁlﬂnfﬁ‘é" o B s forms, “Fulf t“egtﬁilga cpicdf

vm' d-th

where t RERE TIisscunaIndmedisée | ayer. Therefore, the portlon of t he unseal i ng

strip 9 corresponding to the portion 7 is not adhered to the packagi ng

sheet kb andatpgckegéiian thesEbyRSofsa dalgao2aholisihg amhaediidle sherpid,
Next, a method of nmanufacture of the above-described package Hw | be

descri bedid bag indiiudbing aSlEMtdd sbcliod whake W@ thfakIpadt 8flect
packagi ng sheets Fa and Fb each conprising a |lam nation of a PET |ayer

f1, a”aﬁbUEh“BGEEQ'baE%a%ﬂﬁgashééE geal 1bavantkd aha baﬁbgébﬁdehH@dtQ%
packaglng sheet Fb as an innér |ayer and the packagi ng sheet Fa as

outer | %ﬁ‘é'h oéh@kur%i&ylrﬁ{e:?%%l@dl’?ﬂ; shaes Ral®h r&'i*%é}glné%nﬁ%&%h

strips 5d are tormed 1 n advance on the inner- packaglng sheet™ Fb at the

| ami nat ed ssechlan Andi g PLNed! idut UndUbkLA0ohitBSS pd 1R PERELE NBeing

unsealing strips 9 are formed on the outer packagl et” Fa at t

| 2 nat 845996 th an unséa13ABAR 4 LaKeR1 &f\eéb%s%nvéﬁ ghé &ééuié”s%%

opening of said inner packaging sheet.

2. A package according to Claim 1, wherein said outer packagihg
sheet at said laminated section is provided with cutting lines along
which said unsealing strip can be separated from said outer packaging
sheet.

3. A package according to Claim 1, wherein the edge of the inner

packaging sheet at said laminated section is welded to the outer

on

packaging sheet at said laminated section and said unsealing strip

formed on said outer packaging sheet can be opéned.up to said welded
edge of said inner packaging sheet.

4. A package according to Claims 1, wherein said inner packaging
sheet at said laminated sectioh includes a séparating line
surrounding a pbrtion of a predetermined area which is adhesion—
.bonded-to said outer packaging sheet such that when said unsealing
strip is peeled, said portion surrounded by said separating line is

separated from the inner packaging sheet thereby exposing said

opening.
5. A method ,of manufacture of a package, which comprises the steps
of:

forming a laminated section of an inner packaging sheet



surface (the s t seal layer f 3) of the pa ;
Fa. The adhesi $u'|mm'“"""m’m med by cgating an adhesive ghig SbﬁETIHﬁs BEEN
i nner surface of the packagi ng sheet Fa T e packagi ng she ts..Hﬂmmu¢EBb E

are overl apped by a width A and adhesi on-bonded by nmeans of~tfre—adfrestve

| ayer 6inlcludiing @aporttime ook fpimy rohest @ 1ftd clred takecarte opdindgio ranisb raed
after they are so aligned with each other that each of the portions of the
packagi rgterepackagimyr sheeddibgludéngcat ponygidnnésr G dionirer Gre unsealing
unseal ing strips 9 overlaps each of the separating strips 5d.
Furt her stigd,| -y dlhmiealk ingctdrahsa®aes Sbn-BondbrgSdashbvinner Ehd. ohtare
formed on the packaging material F forned by a | am nation of the packagi ng

sheets packadifly sHiexsstep is perforned by partially folding the
packaging material F and thermally bonding the folded portions of the

material F. forminiexsaid conhemt aHah gstérWapatksgiiggardhddtes 3 ko a
wrapped by the packaging material F, the edge 4a of the packagi ng sheet Fa

R, 5 bpd SN Maafhes il i S 00BEInkb st ina

packagi ngJat Yrifleratc W @@'ﬂc?%uter B ing [ RAHPHHY side opposite

to said laminated section are welded to form a vertical seal section

before or after an article is received between said two laminated
sheets; and |

| dividing said cylindrical body into a plurality of units of

a length meeting the amount of said article and welding séid inner

and outer packaging. sheets in a direction intersecting at right angles

with said vertical éeal section to thereby form horizontal seals.

6. A method of manufacture of a package according to Claim 5, which

includes the step of welding the .edge of said inner packaging sheet

to said outer packaging sheet at said laminated section before or

after said cylindrical body is formed.

Sheet Has Been Re laced

R




materical F is pressed in a direction normal to the vertical seal section
S1 in proportion to the anount of the content and thermally bonded thereby
fornming a horizontal sealing section S22 Then, the packaging material F is
cut along the horizontal seal section S2 to separate each unit package

t hus forned. In the ARSTRACT IOF [EHEKDESCLOSUREact ured in the above
manner, the unsealing strip 9 is a part of the packagi ng sheet Fa
conprising the package H so that the material cost can be reduced when
conpared to the conventional package conprising a packaging material

provi de¢rITLE OF THE INVENTION : 16 with a separately
attached cover. Further, since the content can be packaged as it is by the

packagi ng mat eri alpAckmemeaNof maThep oat MARUFALTURE Rackast rgaMEeet s Fa and
Fb by using a conventional packagi ng equipnent, the packaging step is al so
perfornmed with ease. When the package His first used, the tab 9a
which is forned at the top of the unsealing strip 9 and which has no

adhesi ve |ayer p@él@aﬁeﬂcﬁd Ay ¢k ddeandli 4,864 & 08 élﬁ_icﬁ Nes qidOV%A %Lﬂi%éy

t he . packagi ng sheet Is cut along the cutting lines C so that

unseal i ng, S 1 PrArb $nSeRY 3 Se{HO bEe B AU P05 QUch dddkage. The
package comprises an inner packaging sheet Fa and an outer packaging
sheet Fb laminated to provide a laminated section having a width A
by an adhesive layer 6. Further, an article takeout opening 8 ié
formed in the inner packaging sheet Fb at the laminated section and
an unsealing strip 9 which is capable of being separated along cutting
lines C is formed on the outer packaging sheet Fa. With. such é structure,
since the unsealing strip 9 is integral with the outer packaging sheet
Fa, the materiai cost can be reduced as Compared to the conventiénal
package requiring a separate cover. Further, the package.can be
manufactured from two laminated packaging sheets by using an ordinary

péckaging process so that the manufacturing method can be simplified.

Figure 1(A) & (B)



re e
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packagi ng sheet Fa. In this case, the.separating strip 5d on the packagi ng
sheet Fb is adhered to the unsealing strip -9 so that the separating strip
5d is separated fromthe packaging sheet Fb while it is kept adhered to
the rear surface of the unsealing strip 9 and as a result, the opening 8
is formed in the packagi ng’ sheet Fb. 4,4 The content such as the wet
tissue article 3 is taken out in sequence through the opening 8 Wen the
unsealing strip 9 is made to fall down on the side of the.paﬁgagi g sheet
Fb after the content has been taken out, the unsealing strip BDlfs ‘adhered
to the packaging sheet Fb by neans of the adhesive |ayer 6 so that the
package His sealed to prevent the content from becom ng dry. Further,
when the opening 8 is closed again by the unsealing strip 9, the
separating ‘strip 5a adhered to the unsealing strip 9 comes to i@kt the

opening 8 so that the openingy8 is coversd=u Qi s /Separating strip 5d
and the content such as the t tissug i S &ne adhered
to the adhesive |ayer 6 &f th%EUnser it is
possible with this package H't el epeat egly

Further, the unsealim’g st¥i




4. However, unlike the conventional cover shown in Fig. 6, since the
unsealing strip 9 is a part of the packaging sheet Fa, it does not becone
conpletely separated fromthe package H Further, at the small-w dth sea
section Sa, the edge 5c of the packaglnz sheet Fb and the small-w dth
section 4c of the packagi ng sheet Fa art thernally bonded at the thermally
bonded seal section (i) so that when the wunsealing strip 9 is peeled long
in the direction in which it is opened, such peeling action can f
securely stopped at the above-nentioned thernally bonded seal sec ?on (i).
Further, since the packaging sheets Fa and Fb are thermally bonded at the
thermal | y bonded seal section (i), when the unsealing strip 9 is Sled
largely, it is possible to prgvent the foraaliormgf a gap in the §§ kagi ng
LR . Further, if

material at the base portion pf the un
arigidreinforcing materi al
peri pher al i

Fb becones ha
opening 8 so




2(A) and 2(B) will be described. In the case of the package H shown

in Fig. 2(A), a short cutting line Ca extending fromone of the cutting

lines Cin a direction normal to the latter is formed. In this enbodi nent,
ron1the short cutting line Ca after

the unsealing strip 9 can be cut off f
the unsealing strip 9 is peeled as shJ in Fig. 1(B).
Accordingly, where this package His used for its refillFfg, 3nto

18
a container, it is possible to put the package in a state in which the
unsealing strip 9 is renoved by cutting. Further, where _the package His

i is possible to use

used as it is without putting it into the container, it

it in such a manner that as shown in Fig. 1(B), the unsealing strip 9 is
repeatedly peeled without cutting off the wunsealing strip fromthe short
cutting line Ca. Next, in the case of the ' in Fig.
2(B), the outer packaging sheet Fa at the | am nate [
line C but the outer packaging sheet Fa is cut in,
advance at the |anminated section so that this cohye
unsealing strip 9. In the case of the package Shown

o e - o

o

0 T ——



IS not necessary to separate the unsealing strip 9 along the
above-nentioned cutting lines C and so, if the unsealing strip 9 is peeled
directly fromthe tab 9a, the opening 8 can be exposed. The package
shown in Fig. 2(B) has the advantage that it is free of the problemthat
the edge (iii) of the packagi ng sheet kps after renoving the unsgalin

the ex¥d&f@m

strip 9 shown in Fig. 1(B) gets turned up and therefore,
appear ance of the package in use is hardly inpaired.- As descri bed
£r esent invention has various

above, the package according to the
since the unsealingtrip for closing te opening is
is not necessary to| pravi de a
praHtlced SO

_separate cover f Q&—ce =7
that the ngaeria . e ~ r;djst
et ge s re ulngdsln t he

posrtlonrng a
Further

it

advant ages t hat

19\ an

present inventjp '
advant age F use to g event the unsealing strip fromconing of ‘?;mFb

package when g pulled up.

Fig.5

F (Fa,Fb)

t he package acording to the



20 WHAT IS CLAIMED IS: 1. - A package in the formof a bag for housing
an article therein, said package conprising a packaging material conposed
of first and second packagi ng sheets, said packaging material including a
| am nat ed section where one side portion of said first packaging sheet is
| ani nat ed and adhesi on-bondéd to one $¥8e portion of said second packaging
sheet, wherein sai d packaging material is formed into %he ggg to
have a seal section extending parallel to said |ami nated secti®h9aRl ot her
seal sections extending perpendicular to said | am nated section, said seal
section extending parallel to the |am nated section is forned by wel ding
one edge of said first packagi ng sheet opposite to the other edge , \1cl uded
in said side portion thereof to one edge of _said gsecond packagi ng eet
opposite to the other edge included in Sa 3141 on thereof, said side
portion of the first pa?kagino shee ,
article can be taken outﬁband i

sheet has an unsealing st\rip cax j N Yo d openi ng.
2. - A package accordi , i 1 i

second packagi ng sheet i
unsealing strip can pe
strip. -

" | ®)




3. . Apackage-according to daimdil, wherein the edge_of the first
packa »rfg Sheet__ included in said si de portion thereof. I e
second packagi gﬂlu“mtflulﬁfllgi,ml) said uB8ealing strip aqul Cgﬁgﬁtdﬂﬁﬁﬁ
said wel ded e ackagi ng sheet. 4. Al package accorfdi hg
to aim 1, wherein sald side portion of 'the first p cka@ith0CThmeh
I ncl udes a separatl ng |ine surrounding a portion of a jprledeterm ned rga
whi ch i s adhesi on-bonded to said side portion of the gecond packKagrmg-sljeet
such that WHBAT §SICHLAINEIAIS:ng strip is peeled, said tian _surrounded by
sai d separating Tine is separated fromthe first packaging sheet There
exposi ng sal.d opehipackage in the form of a bag for housing4dn articléGtherein, saidrpadkage of
manuf acture of a package, which conprises the steps of: formng a
| ami nat ed stemprisingd packagingt matedilacpmppsed of first add aecad padkaging sigetsg said heet |
by |l am nating and adhesi on-bonding a portion of said first packagi ng sheet

i ncl udi ng grckaging hmteril éncludioganiangnated aeqtiontvwitene ohe side postemooitisabd €iestgi ng
sheet including an unsealing strip; formng said first and second
packagi ng stackaging sheet és laplinatdd iand ladlesibn-bandsd ¢h onaside pogiont dfataichsecende of
said first packaging sheet and an edge of said second packaging sheet on
the si de opeekaging sheet aflgrdinni nat ed section are welded to froma seal

section extending parallel to said |am nated section before or after an
article is said packaging material is formed into the bag to have a seal section extending

parallel to said laminated section and other seal sections extending perpendicular to
said laminatcci section, said seal section extending parallel to the laminated section is
formed by welding one edge of said first packaging sheet opposite to the other edge
included in said side portion thereof to one edge of said second packaging sheet
opposite to the other edge included in said side portion thereof, said side portion of the
first packaging sheet has an opening from which said article can be taken out, and said
side portion of the second packagmg sheet has an unsealmg strlp capable of exposing
and closing said opening.

2. A package according to Claim 1, wherein said side portion of the second
packaging sheet is provided \.with._cutting lines along which said unsealing strip_ can be
separated from portions other than said unsealing strip.

3. A package according to Claim 1, wherein the edge of the fifst packagihg sheet
included in said side portion thereof is welded to the second packaging sheet, so that
said unsealing strip can be opened up to said welded edge of the first packaging sheet.
4, A package according to Claim 1, wherein said side 'portibn of the first
packaging sheet includes a separating line surroundiné a portion of a predetermined
area which is-lédhesion-bonded to said side portion of the second packaging sheet such
that when said unsealing strip is peeled, said portion surrounded by said separating line

is separated from the first packaging sheet thereby exposing said opening. -

1 Fosd 49-5
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recei ved Lh said first and second packagi ng sheets;
"closing~sdid cylindrical body Tn proportion to the amount o

to form other se I Lﬂ di ng Ber pendi cul ar to said
sect on: and - IIHFIEAIEIRENIRC o "Sea” Sect' Snsext endi ng
to said | am nated”settiton™ 0% obtain individual packages.
- of manufacture of a pactkage according to Claim5, which inc

o)

REPLACERERT G T
| am nat ed

ppr gEh@CIumgy |
A _net hod |

udes the step’

h—s-ai-d-lam.nat ed

of welding an edge of said first packaging sheet incl uded
section t& sai dAdeetbpdobmarufgrtuty ofifrac
body is forned.

288 whichgomyrisey the stegs of:l i ndri cal

forming a laminated section of a first paékaging sheet and a second packaging

sheet, by laminating and adhesion-bonding a portion of said first packaging sheet
including an article takeout opening to a portion of said second packaging sheet
including an unsealing strip; |

forming said first and second packaging sheets into a cylindrical body in such
a manner that an edge of said first packaging sheet and an edge of said second
packaging sheet on the side opposite to said laminated section are welded to from a
Seai section extending parallel to said laminated section before or after an article is
received in said first and second packaging sheets;

welding and closing said cylindrical body in proportion to the amount of said
article to form other seal sections extending perpendiculai' to said laminated section;
and

cutting said seal sections extending perpendicular to said laminated section to
- ‘obtain individual packages. |
6. . A method of manufacture of a package according to Claim 5, which includes
the step of welding an edge of Said first péckaging sheet included in said laminated

section to said second packaging sheet before or after said cylindrical body is formed.



