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 body 7 and a linear fastener 9 as shown in FIG 25.

The main bag body 7 is | acj eets of plastic film
material 2, 3 one upon %ﬁ@@%&ﬁ %@M@%ﬂ‘éh@“ posite side edges
and the | ower edge of (. I 7. has an upper

openi ng portion 8 and%%gﬁo:@ﬁ@% %@WR%Q&@J?T?X% | i near fastener 9
15 is provided on the inner surface of the opening portion 8 of the nain

bag bocyA@Kﬁﬂqugpgr@pgpﬁggﬁq@ENtﬁgb{]ecI osabl e packaging bag 1 is cl osed
by subjecting the opening edge to a heat sealing process after filling the

bag 1 wth the contents. The linear fastener 9 is conposed of a fastening
menber Hawldgf ehedhee@ngagi ng portion and the ot her fastening nmenber 20
havi ng a femal e-engagi ng portion. Wth respect to the manufacturing nethod
of the above- nentioned recl osabl e packaging bag, the linear fastener 9 is
cut 8ff to a Mésgphesemi chvéstipdentlated tooat paclkagihly bhgt treatsheat beof
plastic filmmterjial 2, 3, in order to provide the main bag body 7 with
the | i nd&PPFaSH érist reclosed mvad gnmathed dar memefassnrislg sweh |4 resdosdtlet ener 9
t hus cut i%t%ﬂg%rarily -1 bonded on the inner surface of the one edge of
the shedt®Xa8 6€her ~ fast eni ng nenber of the linear fastener 9 thus cut

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

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 qontents. 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 O.

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



on the inner surface of the one edge of the sheet 3. The heat-sealing
process, which is applied to the sheets 2, 3 to formthe main bag body 7, 5
causes the fastening nenbers of the |inear fastener 9 to be secured firmy
on the inner surface of the main bag body 7. In the above-nentioned
conventional reclosable packaging bag, the linear fastener 9 extends
continuously fromthe outer edge of the heat-sealed portion |ocating on
t he one Bpaécdfon Haenainemayriodyof the lmel 6dgeatedrthedgheef 2t hdHeeathaeal ed
portion %gfating on the other side of the main bag body. Consequently,
each of BHURNEIHEGBPET dhdhsflinear faftanpag Yody cubas tamtpvrekite $ondedi ch i s
i denti cal tﬁ1the total .of the thickness of the two sheets and the

0

t hi cknes®™ oG HAFR R O ePRE 9%gs ofithe shaet &d  TEroligatmeadisg e and
quantity a ich the fastenin ers. can 15 be nelted and

def or rred?%%eg%’ gvpkg?é?%galf?}éecﬁéﬁgige%qegﬁ%%E%ggr%th%@m@p% PPEYsi-des of

t he I NeHage i i fi: 1] for t heat - seal,in rocess
is tﬁr e(f:ore Sﬁ%’%ﬁ%ﬁgﬁf‘ﬁ%éﬁéﬂgﬁ 8?(?%‘39%‘}@%3%8? erfeﬁgflt(i) Pgaﬁecﬁgflépﬁgﬂ to the
| ength, hitBl insicristerideal thO e BhetgpRf 7t he sheets of plastic film
material, and the step for 20 bonding thé fastening nenbers for the |inear

fastener on the inner surfaces of the sheets of plastic filmmaterial are
essential to tHe fiet mvef mentmddcourengiohhe @bm&ﬁwrﬁd@@@ngaﬁ )sabl e
packagi ng bag. Inprovenent in processing efficiency may be resiricted. In
gener al ,t%tehémﬁéé | esttner Sackbgray dagimasusly smahl thd giudet yeddeabi ¢85 t he
recl osa(bf}lé%tpa%agi ng bags receiving the contents cannot be exhibited as
mer chan -PrRISOsR kY legading ogURARY eoRidPHE! tMvENTITONag ooy objtbet  of

A R R IRV NS e
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



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 invention is to provide a reclosable packaging bag, which is
stackable. In order to solve the object concerning the period of tine for
process and the processing efficiency, a reclosable packagi ng bag of the
present invention conprises: 10 a main bag body having an opening portion
and at | east onfen digett siedlegresert iowenaing, avhicheansfrastenarvipwoyi @gd on
sai d opening portion of said main bag body, wherein: 15 said |inear

f ast enerapPevefigordbadarioijess, ds 6panionifipamecmsadiie paicttaging bagagndedy by
an insert(#ﬂjgction mol di ng so as not to extend to said heat-sealed

por t i onseFRed HeaiMmaBHfaEd UsEIE SBshnaPage Wiiehi piunidrtoerestuasf thoppesiode si des
of said @%.n b@g bo%¥. 20 The heat seal ed portion nay be provided on one of
a pair of UBIpEEi NPFESEANBINPIPYE KBF PIBSESHBEEITIKENeat - seal ed portion

may be provided on a mddle portion of said one of said pair of opposing
faces. The recl I i .conprise sl eev whi gh i 25
blaced in sara e s AELGSt Mo dBEsPRY i5ETRIoRdn tomi e & Buiosaflerne
sl eeve npycibgihelwablenichg §ﬂ£§éé%l@.‘5‘y ‘have a pair of projections each

h S

having a triangul ar” shape, said pair of projections being capabl e of
comng into contact wwith a bottom of said nmain bag body and bei ng

f ol dabl e. In order to solve the object concerning the period of time for
process and the processing efficieflcy, 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.



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

| ocates in a vicinity of said opening portion of said nain bag body. The
sl eeve may have a detachabl e sl eeve portion that is accessible when the
recl osabl e packagi ng bag i s opened and whi ch when detached enables the.
sleeve to relax fromsaid prescribed three-dinensional shape. 10

Fi nger-hol es may be fornmed in said detachable sleeve portion to facilitate
its renoval . ThEn#iGEvEdganoesy (teyabba fol ded into a prescribed shape; and
the |linear fastener nay have easily bendabl e portions, which facilitates

the folding _ofTsai mai_n be}_ga bod)f). .15 _The. | i,nea:%;%séener ma%/_ have a

f emal e- f ast eni g hefRsEF 1EAY Vnaibeef 8§P5W|eﬁbloﬁ’§ AYdirean@ngRetewi t h,
Formed by seumeig ol reRRy OB he Ml s e tp i i eenbe oA e R = ™ °
mal e-fasﬁ@ﬁbﬁgo%ﬁﬁﬁhmﬁhﬁa%@tggp%é@@é}ﬁgf}ﬁtg}a{ﬁge auxiliary sealing neans,

said auxiliary 20 seallng ng capable 6f comng into contact with
each other to seal a space between said flat portions. The nain bag body

may Ifave at | edHe ahecve!l aRPEThHY bit ORakOTond BehldaPM NGiSRIrHeflc8]VEap) N
order to solve the object concerning the stackable property, a -4

recl osabWbigadkageadnbmyichityhe gridsgrningvenitioan of eaht hees: bag Mady. bag
body having an opening portion and at | east one heat-sealed portion; and a
| i near fastener_provided on said opening portion of said main 5 bag body,
wherei n:  sai d HEcplssus Meap iavsq dgtachpblordleeve pongen $bat s steesablenhi ch
IS when the reclosable packaging bag is opened and which when detached

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



pl aced in said nmain bag body, said main bag body being folded into a
prescri bed three-di nensi onal shape defined by said sleeve so as to keep 10
sai d prescribed three-di nensional shape. In order to solve the object
concerning the period of tine for process and the processing efficiency, a
met hod of the present invention for manufacturing the recl osabl e packagi ng
bag conprises the steps of: formng first and second |inear fastening
menber s witlesghlestadieging Tmgofihe presdniairsleegiorotofripnisedmt eri al by an
insert injection nolding so as to be spaced fromeach other, said first
and second | i nearmabsikad MpdeMesing deioncringageabibe anthatdehstother to
forma ljnear fastener; folding said sheet of filmmterial having said
first andc3leser@d PoTedy 484t eni ng menbers formed thereon in two so that
said first and 0 second |inear fastening nenbers can.engage with each
other; and heat® E&?Frés il BFOE&@%&%G&P%@%PO&%@% hedfl BYIRi | m
nate%ialbégﬁﬁd_olded to formside heat-sealed portions. In order to solve

t he obj ect®concérning the period of time for process and the processing
efficiency, anqihegfe;igethod of the present 25 invention for manufacturing

t he recl osabl e packagi ng bag conprises the steps of: continuously forning

first and secondid ree@sabdsbaRkAGiHEPRLTSriRE RRpEIES PedePOSihieniof a

rolled strip of filmmaterial by an inSert -5 injection nolding so as to
be spaceplatednineaeid ohhat ,bagaibddlyi, rstidamcisebag hody heaig ffakiening aenbers
bei ng engageable with each other to forma Iinear fastener; cutting said
rol | ed sprasprivfedf ihrpenditaenalonaltshapsdplinatieby sabdisidepesdant tsli@ep of

filmmaterial; folding said sheet of filmmterial having said first and
‘s ecghd said prescribed three-dimensional shape.

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 sajd 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 forned thereon in two so that said first and
second |inear fastening nenbers can engage with each other; and

heat - seal i ng each of opposite portions of said sheet of film 10 materi al
thus folded to form side heat-seal ed portions. The linear fastener nmay
continuously be fornmed on said sheet of filmmterial so as not to extend
to said heat-sealed portions. In order to solve the object concerning the
peri od offjectienfooldipgcress tahd dprwcedrivoassacly oehé, czétd dirst antiusddoerd

anot her nethod of the resent invention for manufacturi ng the

recl osab}lﬂée@aéﬂa@mggba‘g?mg@mrbﬁseg thgagiadge with tetli ather 0 righe sheet of
filmmterial in tw to prepare a non- joined main bag body, upper and
opposi t elBfeai§BET0f whi ch have not as yet been joined with each other;

20 fol di ng upper ortlon of _said non ed mai n _bag. body so as to be
separate from &3thT& t601{18 mS&rﬁS’al‘%’ nbeﬁ"tatﬁﬁ | BHS; 9| sepHGteli d pair

of bent edl; fastener nolding machine; continuously
form%ng %%e?ea%nste%g%n nearm?“tfﬁ hing nenbers for 25 a linear fastener

on inner surfaqgﬁhﬁg d%ﬁdsﬁééf O(Pffﬂ?r?%alﬁ)é}rlél: B%.%ri}é 5 a q1rs'9%{'d %%@5 Ay an

insert injection nofFding, respectively, éxc posite e ‘edges

t her eof ; liewt k@@ctensﬁgilm@&lwsdfé}ﬁﬁ@é'ﬂlﬁrébﬂeme@%ss&fth%%l éialﬁoﬂrd;tolaﬁad Mmai n
bag -6 body over their entirety. In order to solve the object concerning

the perisdooid Hihoar fastenimgesssmiand ddieeppacessimgaehidtbieengsd a still
further another method of the present invention for manufacturing the

recl osabl e paclugitrepadag SRadonpl igeeditee mirtlosisofafl said sheet of film

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-
Jjoined 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



folding a single sheet of filmmaterial in two to prepare a non- joined
mai n bag body, upper and | ower edges and one of opposite side edges of
whi ch have not as yet been joined with each other; formng a cut-out on an
upper end of the other of said opposite 10 side edges of said non joined
mai n bag body; folding upper portions of said non-joined main bag body so
as to be separate fromeach other to forma pair of bent portions, said
upper [ﬁW@Y@ﬁgfﬁwﬂﬂﬁ?Qfﬁﬁngth corresponding to a length of said cut-out;
pl acing said pair of bent portions in a linear-fastener nolding 15

fist and second |inear fastening nenbers for

machi ne; conti Ruou%qll]é/_ form ng ) | ] g% _

a linear fastenBr9HHY ARePOGr thge obIset cangepaing dheppatiogopt ithhe B sai d
-j oi i.n.b body by. insert inj i | di ng, tively,

et i 1o oS TR A e BER st e Eaty, AnaibhiRaaY 20earenEard alher  edge
d i f. i . d f. i.d | oi.ned Ln b d

Thei t erReREpS! uRnRRRon ° 131 inBRERR Rhing Yy EARIIE ARMG iR PO8! oui

opposi t ecih@eisedqas AEp§drd non joined main bag body. In order to solve
t he obj ect concerning Phe period of time for 25 process and the processing

efficiency, a $<blicﬂi1hgfalrsﬁ1|fﬂ%1re ane¢her (Bt hadidiall fiE twh' &?ﬁﬁtegiapé/%ﬁhio?ﬁ for
e

manuf act uring the recl osabl e packagi ng bag conprises t teps of: placing
opposi t dobtgesnain dagi hgde, sipgetr ahdfickermedgesd &hdoﬂﬁebkpﬂlﬁ?pogit@r@ﬁher and
heat - seal i ng overl apgi ng portions of said single sheet of film material
over théidgesliwbich nave naras yedbnah jdinet wiidneachfashar;a heat - seal ed
portion, so as_to prepare a non joi.ned main bag body, upper and |ower ends
are opened: forming a cut-out on ‘an upper end of the other of said opposite
10 side edges of said non-joined main bag body;
folding upper portions of said non-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



5 folding said non-joined nmain bag body in a flat state so that said heat
seal ed portion |ocates apart fromone of opposite side edges of said non

j oi ned mai n bag body by a prescribed distance; form ng cut-outs on upper
ends of said opposite side edges of said non joined main bag body; 10

fol di ng upper portions of said non-joined nmain bag body so as to be
separate fromeach other to forma pair of bent portions, said upper

por t i onsahavhagand| leegt-begldng espolgdpiggtbraidrengt baiel ssaild skt @tGEINP! aci ng
said pair of bent portions in a linear-fastener nolding machine; 15
contlnuoﬂ@ﬂyfﬁdpﬁﬁh§h¢msrmandygeedndgﬂumhaaldasthnnngfhﬁmm@hsaiﬂmxd&ﬂI| near
fastener on i nner surfaces of said pair of bent portions of said non

j oi ned nBPRIPAgSHGHY te\PrERarssemon-ipisct syninobag mpdy egpeer avel Jower
excludlng p05|te s%ge edges thereof; and heat-sealing a | ower edge of
sai d non- ag body over 20 its entirety and heat-sealing only

d d d t d f j oi ned inb
body. *Pﬁeérﬁ&%ﬁm A RER by 'na%wcéﬁgew"t iR apllat Betsroq Tt Pkl
roce r not th d of
Itohe ;?egg%% t‘sleﬁl\?gn??gt?\é#qgc%nugg%n ng Y e H 8858%1}1%%8 (%fﬁl%g % g 25
conpri sefohh@isd®Psaidf baftRkiyEy & p f@:ﬁsﬂbé Q@EES of f' m mater' al one
upon another to prepare a non- jOIne mal n ody, upper .and | ower

opposi te edges fonching efit- dilﬁﬂtdoﬁﬂﬁapfdrg‘iﬁd@@ﬂgaﬁj GspEsiaesif cibd £bf bave not

as yet been joined -8 with each other; folding upper portions of said at
| east tweoBHeme ofaifi bag metder,i al so as to be separate fromeach other to
forma pair of bent portions;
10 folding upper portlons 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 coniinuously forfning 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



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

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

excl udi ng opposite side edges thereof; and 10 heat-sealing said | oner edge
and said left-hand and right-hand side edges of said non-joined main bag
body ovewittheachertherety. The nethod may further conprise the step of
inserting a sleeve for keeping a prescribed shape of said main bag body

t hereinto, aft deldiggnmppeer @orsionshel saidast dtaeyd. twih slihetaref fibd meytefial t her
conprise the step of placing a s|leeve for keeping a prescribed shape of
sai d mai A FEgOpREPEPAT A Ao §aLbi (fdET A farmyalpaip @) beBRITEFtIDESCRI PTI ON OF

THE DRAW NGS FL@ 1l is a,plan Vt w of an _enbodi nent of the recl osable
packagi ng 20 CH8 (5384 PRt hSAVeRPTIOPRS FRGE Bnparfagieasti maldingt i ng
the lg neﬁ.[acth.ﬁéener of the reclosable packaging bag as shown in FIG 1,
FIG 3is aviewillustrating an exanple of the nethod for formng the

linear fastener-asish ' : , i lew.i L lustrati
anot her exanpl eC(%?(_l tlﬁgl\ﬁ@rrg}t %55{1%‘} grf%t%?q gé?(?né’rll\%l llf]%g? If%l(#lt?g{rmggglér?%r S g(gr shown
in FIG 2lifdde rdutbBeR of eMhit | Hptaad BY e eﬂdi?%béﬁﬂ@?ﬁ& s\ GBid S
formed in accordance with the |inear fastener formng t 08 as
i |h | ustr ?neﬂgFmd%i Gnairfhbafy Blody 6yl Snain¥ean iMjesic mowRting! regpestivept of
t he recl osabl e
excluding opposite side edges 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 illustratiﬁg 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



packagi ng bag of the present invention; FIG 7 is a viewillustrating the
first stage of the packagi ng process of the reclosabl e packagi ng bag of
the present invention, in which the contents having a rectangul ar

pl at e-shape are received; 10 FIG 8 is a viewillustrating the second stage
of the packaging process of the recl osabl e packagi ng bag of the present
invention, in which the contents having a rectangul ar pl ate-shape are
recei vedprilifsg theilneawiastentt uststagwngnt i€t rd stage of the packagi ng
process of the recl osabl e packaging bag of the present invention, in which
15 the contents_having a rectangul ar plate-shape are received;, FIG 10 is a
view il lustratiflg- & saekigedllastiating thhlicear Jasterairnsthichyisfiormiedgnt he

recl osabl e pgcka ing bag with the contents having the rectangul ar

pl at e- sipErAgned viilh;t@elinean igstencsfoanons sncidisbasidustisitegia Yol osabl e
20 packqging bag of the present invention; FIG 12 is a schematic view of a
sl eeve usSed in the recl osable packaging bag as showmn in FIG 11; FIG 13
is a partial perspective viewillustrating an easily bendable portion of

the kinear fasggaergqf 4 ARoSlRo 3 &Bﬁf@g%&ﬁ%&sgﬁ&ﬁg%‘%@o%@g o

11; FIG 14 is a cross-sectional view | ng an i ng

nMeans prendieeEnom gasbrysdiandallgigpertion as shown in FIG 13; FIG 15

is a cross-sectional viewillustrating a nodification of the 5 auxiliary
sealing neans as shown in FIG 14; FIG 16 is a schematic view illustrating

steps for manuffaGt Grisngvievhilusehasahihe Paekagiaol t&e@ﬁgtkhﬁmgom&%@.ts
invention; FIG 17 is a schematic viewillustrating the other steps for
of the reclosable packaging bag of the present invention, in which the

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



manuf acturing the recl osabl e packagi ng bag of the present invention; 10
FIG 18 is a plan view of further another enbodi nent of the reclosable
packagi ng bag of the present invention; FIG 19 is a partial enlarged view
illustrating the stopper portion of the reclosable packagi ng bag as shown
in FIG 18; FIG 20 is a viewillustrating a nodification of the sleeve as
showmn 15 in FIG 18; FIG 21 is a viewillustrating a nodification of the
sl eeve dslishblyn in FIG 20; FIG 22 is a perspective viewillustrating an
exanple of a bottom formation nmethod used in the recl osabl e packagi ng bag
of the present 20 invention; FIG 23 is a perspective viewillustrating

" anot her exarrpl &lot It ipat @’(ﬂﬁﬁ-ﬁ@@mm@n‘fm\t Hg%dsﬁﬁ@él@gl anthexitiesy ceabing

packagl of t ent in ntlon -11 FIG 24 is a view.illustrating
t he bott Hfﬁé’l(?%% Pgsﬁm gasiba PERGME PREHORATANPY OB HiHed by t he

exanpl e of the bottomformation nethod as shown in FIG 23; and FIG 25 is
a plan view of e ventional reclosabl e..pa b DET. ED
hEBch P on o FIFE R Emed et iey BB R A i e?é\ o

i nventi Oe{hﬂmbky%%aﬁﬁgcrﬂeﬁﬁg a@ehﬁ%n"‘irf Rkef grence to the draw ngs FIG 1

illustrates an exanple in which a rec osable packagi ng bag 10 of the
present invention is applied to a self-standing type reclosable packaging

bag. The sel f- st@ndiggs by pehépehrsahe iPaskagii '%SQ%:E; f} nfeQPaB@Sng Mai n
bag body 14 and a |inear fastener 15. The nain

the reclosable packaging 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;

FIG. 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;



body 14 is conmposed of two sheets of filmmaterial 11, 12 for form ng the
opposite faces of the bag and of a sheet of filmmaterial 13 for formng
the 15 bottom of the bag. The |inear fastener 15 is provided on the inner
surface of the opening portion of the main bag body 14. The
above-nentioned main bag body 14 is prepared by folding the sheet of film
material 13 in two, placing the thus fol ded sheet of film material 13

bet ween t he redjfiéct Rve isoeevipeor tllosgaoing hdeshirgtemofoff then 2eclosdlelei al 11,
12 so that the folding edge 13a of the fol ded sheet of film material 13 is
di r ect edPa@iagiog agatwiisdl imgbtdiacdpposhe exshdalepdrthiconsttom-feteatheet s of
filmmterial 11, 12 to form side heat-seal ed portions 16, 16 and

heat - sedPFHECE RS SRMER Pk 1GoRs; 8Adt he sheets of film material 11, 12 to
forma heat-sealed | ower portion 17. 25 The above-nenti oned sheets of film

material 11, 1 1 rre fornmed . of the sane plastic filmmaterial. As such
a sheet of fil r?ﬁlﬁaf?efl 1512 NLAB EeW. ¢ tESnC%V%@EH‘EfIOFCCéQ CePackagingat e

filmsco ed of a polyester film having a thickness of 12 it m an
al um numTil having a thickness of 9 it mand a pol yethylene film having
a thickness of 50 it m or a lamnate film conposed of a polyester film

havi ng BEAEkBESPENCAPHOMGR RS BRRRIYGHEY ERAODIMIERYEND a thi ckness

of 50 it m The above-nentioned |inear fastener 15 is conposed of a femal e-
fasteni ng nenber 18 and a nal e-fasteni ng nenber 19 as shown in FIG 2. The
| i near fasteneEmbodimpnoyidethalmegehhdnopatiohgwendbefdddeeitmi meldgdg body
14 and has a | ength corresponding to a value, which is obtained by 10
subt r actwith relereneedbo thaddrawingshe side heat-seal ed portions 16, 16 from
the entire width of the main bag body 14, as shown in FIG 1. Contents

received in thg, el.f-standi ng type recl osabl e packagi n? bag 10 nay have a
square or rect ﬁéu|1dﬂ1%t@%5%5§&nme§ac\ﬁha%agés:lqaa@epac aging 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 rhaterial 11, 12 for forming the
opposite faces of the bag and of a sheet of ﬁlm material 13 -for forming the

15 bottom of the bag. The linear fastener 15 is provided on the inner éurface

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 filkm 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



sel f-standi ng type recl osabl e packagi ng bag 10 can be deforned into a 15
cube or a rectangular parallelepiped. It is preferable to provide easily
bendabl e portions such as notches on portions to be bent of the fenale-
fasteni ng nenber 18 and the nal e-fasteni ng nenber 19 of the |inear
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 fenale
20 fast epimgrorarfest fag cantnpleeankineirfatst Bhnngompotsed dBat polyeshert Kilm
portions, FIG 2 illustrates an exanple in which the fenale- fastenlng
menber 1B2%RE 3 KiGknesstistni Hy %% Jeming g kel heaimg eHaicknesy of 9 akt ener

15 body 14 .d the f f th
i ' hag 06 Lo TR R B £ ot OLBCafott e G ST ng
b d t rt. heets of fil
e e 8 1 o A U A
Si de sedges4 Hgﬁ@ﬁeqﬂ R L Oﬂ,ﬁ fnbas 0}%)3) q&g_lanot joi ned with each other.

Mor e speC| e uppe por 1ons | of the sheets of film
material 11, 12, having the opposite side edges, which have not as yet been

5 joined Wi th eaghaBbhelmentionbENin@ir IHIhhcANG ASchRpPRRPASIE fekhhRCt i Ons
So as to be separate fromeach other. The upper porti ons I la, 12a thus

bent  arfasptrEogdnieet wee b8 diresa20aknths2énig mdrhbean of astlenen iporidi.my
machine as shown in FIG 3. Then, synthetic resin such as polyethyl ene
resin i sI'h¢ finserddstenes hD|isqToTicded alongnthe gytemiag eofd bhehdiraaltl beg

nol di ngel_l)ffcfces 10 throug]g runners 23, 23 by an insert injection nolding.
Consequ 14 apd NEAR (CORTERPIRBBE (018 vahdet Whiphlis obiginad ﬁ@ rrenber

19 t f f the bent
122 0Ea b BRECHE Pirkirel PAGhAt s SeRuaratsncalRy Rorbohim L7 b FMPAgemonber

19 has  cntire width of the main bag body 14, as 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
sclf-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
meale-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



a smaller length than the entire wdth of the main bag body 14. Mre 15
specifically, both of them have a |ength corresponding to a value, which is
obtai ned by subtracting the total width of the side heat-seal ed portions
16, 16 that are to be formed by a subsequent process, fromthe entire
width of the main bag body 14. FIG 4 illustrates an exanple in which the
femal e-fastening 20 nenber 18 and the nal e-fastening nenber 19 that form
t he |i ne@PPOoPiassidreeddss af thg uipped pootiansheld, #a birdé motrpieedayitRegphi or to
the formation of the main bag body 14. More specifically, the

f emal e- f At&ni ng nmenber 18 and the nmal e- fastening nenber 19 are joined on
one surface of the sheet of filmmaterial 25 30 so as to be spaced apart

f h h hown. in FLG 4, by placi h h f fil _ i al
30 bet ween i eaie SECTSEDY 40 nHIRGE RGO oA GRS CAR
injecti ti (s I hyl ' -14 i | t t at
roma garaeas g tRecav S sBRoRRe S CRUBES PRRiThA e Pohhorcldecdy an”

momber T8 and (e oSl TLt o ng penpar 73 Sin plbas BTEFCAAR AP cner

15 is noto béewpagate Wdh ¢ eLér.e Tﬁ@%ﬂerﬁ?xﬁgﬁ}ﬂilﬁ ﬁé%@@hgg%rﬂt“ to be

formed, but has a length corresponding to a whi ¢h i's obtal ned by
subt r actamegplavedtlottalceni ditk 20 ahte2 Bofe lheairBetteer nidinORfacine b6 t hat
are to be fornmed by a subsequent process, fromthe entire width L of the
mai n bagshouy 1 Fiflow3. d&ben pyirdietid Fedie giichnabepaiwetiylenoetdsid for 10
manuf act.ur i n% the sel f-sandi ng recl osabl e packagi ng bag 10. First, there
are prep@Edeinped repaEsnssigte from aede 28 of the dietdk to sheltingaspddeism

mat eni al,, 11 2 for formng the opposite faces of the main bag body 14 and
the hee&hI‘BPg?‘li FURRETS AR 23 DY PR g e HéoB Jnoking:  (Grnsequently,

the female-fastening member 18 and the male-fastening member 19 are
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 i)rocess, 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



mai n bag body 14. 15 Then, the sheet of filmmaterial 13 for form ng the
bottom of the main bag body 14 is folded in twd. The fol ded sheet of film
material 13 is placed between the respective |ower portions of the sheets
of filmmterial 11, 12 so that the folding edge 1.3a of the fol ded sheet
of filmmterial 13 is directed upward. A heat-sealing process is applied
to the lower portions 20 of the sheets of filmmterial 11, 12 and the
sheet ofirf almoitenesicdt (1@t a gdtords af theadies¥altednboliey quiddsorhrblighThen,
the upper portions 1 la, 12a of the sheets of filmmterial 11, 12 having
t he heat (eatked SroWer apoitsash injedtégomenokdingheiThd deegtledfesndr of thent at
right angles in opposite directions so as_ to be separate fromeach 25

ot her . #@@sa{éﬁtw Bissnber 48 and thagsakefstapingpmurabichdOvidei fares 20

d 2 f i - f . | di machi, h I, G _3. -15 Then,
Syt net 1 6 BFRE Sk PEL Doty S pHERECRLSNIH: aPeoiy BigNEAc! iaprns
i nj egt | I te 22 of the di 1ltoth | di
cpacts bR RE R IE R IR S el <PRpidadiva e i ! Pso ae
t t : [ 28 - | t th
i e 20 angod P et PRC RN P BRE 1AL B Bl ke B AL o R o

i nj ect edhdmiond he, Mo dhMoasPasase | t §éc,§$ i | e rhplehese
spaces.q%s aresult, the fenale-fégggﬁgggpﬁéﬁg%r éﬁgﬁ%nxﬁﬁg’ﬁgFgﬁPgstening
nmenber ¥nhtiteawidir hdfitdel imedarb{@bbaper4.15 are joined on the inner
surfaces of the upper portions | la, 12a of the main bag body 10 14,
respectively. The length of each of the fenual e-fastening nenber 18 and the
mal e- f ast eni ng N&wbedesoripsiopr ewibBushy dgven mibwddwt oobeasnaidtbod tfoan t he
entibe wi dt h of the ngin bag body 14 by the total width of the side
heatVsedPed Uiatiirdng the sclisSaniaigeetlogpple Paokegioasbag I8, 12a for the main
bag body 14 are

First, 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 foldi.ng edge 1.33 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 pl aced one upon another so that the mal e-fasteni ng nenber 19 engages
with the femal e-fastening nenber 18. A heat-sealing process is applied to
t he opposite side portions of the sheets of filmmaterial 11, 12 to form
si de heat-seal ed portions 16, 16. The self-standing type recl osable
packagi ng bag 10 is prepared in this manner. 20 Now, description wll be
gi ven below of a nethod for manufacturing a three-side-sealed type

recl osabl e pacKagimgsyhetetic restin saahoh$ edlytthiyperod résihmmpobmirabyRde s
prepared. A part of the rolled strip of filmmaterial 30, which is

unr ol | edesHerigfipdeqteflsinpraBudterbetakse from dbe3gate32206f gheidiedd L ftasthener

nmol di ng machine as shown in FIG 25 4. Then, synthetic resin such as

pol yet hyPEHENER I GStrpugs: de Thnaers13P: 83 bt Hielrseshinicghpa molding he die
32 to nmol ding,sp -16 runners 34, 34 by _an insert injectjon

h h
rm: di Pg.SOAé_Satése%%Eflfit Phgﬁg‘ér@qr&- %pé’ﬁreﬁﬁﬁt@(’%n%@: fﬂ%aaﬁ]af"f r?ﬁe placed .
n t t t
F§| Fgﬁa:[%%wg%%f RTRECs 2P 1€ 2 0BT e 2ot Tpatifuus ity ffb%ﬁ%lﬁsﬁaﬁffwgr . The
et o eachct et . AR BTty B il tant

the totalooledtif tbbstRpagede head rés@liethe RAHLIQNSstERind SnetR 'l had strip
of filmmterial 30, which has the femal e-fastening nenber 18 and the

mal e- f agheninade festeering Inpoiad] @ hawedormi theciheaf fastéBealighgrajdined C to a
| ength L correspondi nig to the entire wdth of the main bag body 14 to be
f or med. Orhéheimnenevriasksfdafltinenmapper abridonkdsl &, Hea dened endiasbagibogymenber

18 and the nul e-fasteni ng nenber 19 on the opposite edges, as shown in
FI Gi06. Hherespectivebt ofhi¢ lengimoécagh abhthe femglladasioningongrohy i Be

intermediate line sp that the femal e-fastenin
an& he male—Pastenmg mem%er 1 fs previougiy 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 11la, 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



15 nmenber 18 and the nual e-fasteni ng nenber 19 engage with each other. A
heat -sealing process is applied to the opposite side portions of the sheet
- of filmmterial 30, which has been folded in two, to formside

heat - seal ed portions 16, 16. The three-side-seal ed recl osabl e packagi ng

bag is prepared in this manner. 20 Now, description will be given bel ow of
a nethod for nmanufacturing a four-side-seal ed type recl osabl e packagi ng
bag. Fi rsinnenp3dhekt byoanfinsermumjectiain tigldirds. f oAs fooreswly, the foppdsi t e
faces of the reclosabl e packagi ng bag. These sheets of filmmaterial 11,

12 are plasteingh@aipber dfotheihe mplexfadeningymanbeed?d are wined oa the t he 25
| ower portions  of t?e sheets of filmmaterial 11, 12 to forma | ower heat-
seal ed pOrtitTace of {hemrrtsplthe refedstrpaf flmamaterial 3haoes ke hower

heat - d i 17.f d their | d.th ti

rest-seolsheporil o AL ORI OB LTBit hoter eoce a1 b Uppor port o
i heet fli .materdal .11 2 bent at

uppets  PRlsioge ks (Sl Wle sl achlnd | TIRcetial ity R iSO 2

The  UPPRIAHPOLIJrInS rhak&bajg?ng?%?;%ﬂr ﬁggﬁﬁeatro?al doPgi Rl ngt—gh%%dzo and

21 of the linear-fastener ne as shown I n
synt het i porrtegi$ 16ydls. as pol yethylene resin is injected in a nolten state
fromthe gate 22 of the die 21 to the nol ding spaces through 10 the
runners 23, 23 by an insert injection nolding, so as to extend on the bent
upper porti ons Thd zglietPatrihaf fimeanplteded3 6 etheein htavet heti fesP0-fasder@hgof  t he
| i near -f ast ener nol di n%ﬁmachi ne. -As a result, the fenmale-fastening nenber
18 and tREMRETE]PaRSANEgIMatiasterongraewhered 9geined thanem, suetaoés of
t he Bent ugger . o:{éi onsll I‘g);1 12a. The | ength of each of_ the 15 )
f emdPe- 14SBEH HGenerier 1apedhly GOTEcRRPRINMRIC it gnERDENIhoos Ee main
bag body 14 to be formed. The cut sheet of film material 30 has the
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 preparéd 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.



previously determned to be smaller than the entire wdth of the main bag
body 14 by the total width of the side heat-sealed portions 16, 16. The
bent upper portions | la, 12a for the nmain bag body 14 are placed one upon
anot her so that the nal e-fastening menber 19 engages 20 with the

femal e-fasteni ng nenber 18. A heat-sealing process is applied to the
opposite side portions of the sheets of filmmterial 11, 12 to form side

heat - seal ed porThensheks dbfilfthenasdrialstiand] Dchdxpeheerhasabkat-seatdngi ng
bag is prepared in this manner. FIG 10 illustrates a packaged article,

which i spottian néd fdrynéd |dri ngelr lo2ker edgosahtettwpankag pgrhagsw 4, t2af ent s
having a rectangul ar pl ate-shape. The packaged article 40 conprises a

t hr ee- si Wlligl dher ey asaptte bpankighng Wad £achndthére cOmmentlke (Wppeshown)
such as cookies, crackers _-18 or the |ike, having the rectangul ar

pl at e- shBpEI?REdi hedl 24 afHdopgheats of fderipatestalthb é3rmenbenhabimght he
rect gngul ar al%I at e-shaﬂeré.n the three-side-seal ed rgrcl osabl e gam%kagfi ng bag
41 det or ARSI TH PP HIDCSHORE AhATULaPe PEPAFRE B &ERRsOEHSwn T FI G
7, which L: o] in e s of the contents. l.n this
case, a %g??“ i r?sfgg Ets hgl%a%?gaﬁ%%h%?%c%g% Ia%ﬁésgf‘ﬂ%mhé%? -dé%sa?@aarb%rztli on, is
def or medof ﬂi@liﬁeélrs%éste?férrtﬂn%[%itn‘#"%#a%t iNe LPERSKLEN ArES30f the bag expand

outward. As a result, the w e upper portion 42 of the deforned
bag, which includes the |linear fastener 15 and to which the contents do

not come, is |anger, shathdt rbsinkdeh o§ podgethgveic pesi nirgkctdieidef or med

bag so that the upper portion 42 projects fromthe above-nentioned fl at
por ti on imolterestdtdtfhomdiheghtoB20df theedizadl tohtdcuppédingospacrs @ oafght he
three-si de-seal ed recl osabl e packaging bag 41 is folded al ong the upper
hor i%font di¢ prERersL3; ¥8 bysr dnseritisjectiensnnldingFpEassio extemdden the f or m
t he packgggd article 40 .
tupper portions 11a, 12a that are placed between the dies 20 and 21 of
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



havi ng the rectangul ar shape as shown in FIG 10. The opposite side edges

of the upper portion 42 thus fol ded project fromthe above- nentioned fl at

portion including the side heat-seal ed portion. The projecting portion 43

is bent dowmward 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 easilgﬁbendable portion such as a notch on a portion of the |inear

f ast ener 91 5D€ \hice MABRE dBEJivesaR Bu kR HdAe vhaperreceiiedniy Wi bhgtdk
projecting portion 43 is to be bent, thus permtting an easy bending
Dol ow of the  der GSR60E HSARAIFAGS MBAi B nE RecouBH Aot REAPCan Tire.
Packagi ng kgo- L8 s EELNEMIE R agibeipest | “delofiseliic Padi bhantes and a
T or | Al e R TR Rt A S B 8L HEs  Fow il S rbatieal ing

5 thé oppasebpoaildaest®tht tshaer & i |y ' y. has an
openi ng at thg upg? porti or?Maénd tﬁﬁggﬁlféget%ﬁééaF%Eﬂgso??%%n%%gg&}g&%%‘et he

opposi t ebag.dehicHHacludeatht astienaiatSedlsd PR¥idedsatangnideippenimg of the
main bag body 54 in the sanme manner as in the enbodi nent as shown 1n FIG

2. 10 NepRi¥peehiledaic gppesitalacdsast #rd hggrapberd dorwahe | Asearesiast ener

is for rreetg][eon_é he inner surface of one of the opposing portions 51, 52 of

the shd&€ Wil phihmi@nes parsions 2 mfthctdefonmied Iagy whibh Skluidestthe

Vi cinity,. he openi t.hereof , and a femal e-fasteni ng nmenber for the

| i near ?iés%aernéarsege{lgr ﬁogr] gr@[;} %W?H%hitﬁﬁe@o%ﬁ?ﬂt&(@ Bpt haLot iselarger then

o] in oyt iians. 5 t her eof .. The | e and fenal e-fasteni ng menbers

fg?‘?t@he&ﬁ@n(éxg&riﬁ?a%ft ?af%\ee ﬁ%w%? pOFiS? 6 fh dGormed bag so thaf the up%er
portion 42 projects from the above-mentioned flat portion in the width

direction of the bag.

The upper 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.



55 are provided on the portions of the sheet of filmmaterial, excepting
the heat-sealed portions 56, 56. The sleeve 60 is fornmed of bendabl e
mat eri al such as paper, synthetic resin or the like. The sleeve 60 is
conposed of a pair of 20 opposing front and rear face portions 60a, 60b
and a pair of 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 ot her*rmﬂ%aagﬁbleppﬁl@&gihgrﬁag@@.%qrﬁﬁﬁ%e@%Vﬂ'rﬁgnaoég baagysar, shape,
respectively. The front and rear tace portions 60a, 60b have the sane

rect angulineas fegienei 56 2bdsi dieefges . portions 60c, 60d have the sane

pent agonal shape, i.e., the shape obtained by conbining a rectangle with
an isosceles triangle l|ocating belowit. Each of the side face portions
60c, 60d has a ¥l diaig bagdhddihs4Hs, fomhiarh biysfoldimged dingtehsheendf dilmporti on
inits width djirection so as to_ _extend the |ongitudinal direction, as
shown i nogtefial 5 fyo seligihigfalding Haedpeatirs dovnmprdaved tigat-sealing

t hr eg- di pensignal, structure shown in F|G . 12(a) and be folded in a flat
stat g asehgRROEHe B 5if) Bhote nciicallie Gesmiahr aeh Ho6et S81AE8, 600
along t i I n L .t he si f.ac rtions. 60c, _6Qd, while

novi ng pﬁ%érﬁlg%lﬁgll% iuﬁgjse@ﬁﬂ&gtﬁ?w gﬁﬂéleﬁ%é%‘%’ge%éf’,maﬁpéhsﬁsgge% t:hr‘? t he

f ol ded %ﬁé@si@ésﬁi&‘(\“ in FIG 12(b), is inserted into the main bag body 54

so that the peaks of the projections 60cx, 60dx conme into contact with the
bottom of the main bag 10 body 54. Changing the shape of the sleeve, which

has been inser (et lintar thsten®ri 56 BagrootieddlondiRe Ugﬁﬂiﬁg%-ﬁiéfﬁ{aﬁhor‘a'
shape as shown in FIG 12(a) causes the main bag body 54 to be kept in the

shape asPahbeflyiSf i the sdBief hahaletrtesuight Hehembmidimsag dsostyow4 inseds.in t he
enbodi nent as shown in 15 FIG 16(f) differs fromthe main bag body 54 as
showl i MpFeG specifigaline 2 male-fastening member for the linear fastener is
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

25 are provided on the portions of the sheet of filn 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



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

st andi ng shape can be provided by bending inward the projections 60cx,
60dx of the sleeve 60 together with the main bag body 54. The recl osabl e
packagi ng bag 50 can be changed into a stackabl e rectangul ar 20
paral | el epi ped 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
coi nci deling ., heichrisdoamgdl iar tipacahiral ppiiped ishapeiddhedirbetidhng dde upper
portions of the main bag body 54. The linear fastener 55 has easily
bendabl ec@6fd bie loBgRBEingbdimstkhowas ishoRGin1BIGo 124t o Aawmirtinglye t he
above-neg%{gggd Eﬁgndin operation. The linear fastener 55 has the

femal e- f Mg GRSt Negedhg three-dimpensionad S5TuGiuFg afepewnsm FHGt he

Sort i gﬁ? T@@ﬁ%@%@ﬁﬁ%ﬁj i) fﬂ@?tsstsini %“s“oﬁéc?w@gﬁ 308 le%f E%E%ﬁi%%ﬂ%ﬁﬁg

i : . i 58 - i 59
P e bl fseBBriong oat; B9a TRNRE sl idted S sl T b i dpper
edges Of;lo&ﬁ?oéé decl 808, Rpid @@g@f)@geaﬁﬁgis&g]uh@ﬁ 5! §g‘r{rx§f@8 Accordingly,

t he easily bendabl e portions el ther recei ving portion
nor mal e- engagi ng portion, which are provided in the other region, and has

only the flat [iitat eleeoeté®@nwhidh iis ketftanefrar eolaegsithte akosthend igasidy the
| i near fastener 55 wi thout causing 10 unseemy outward projection of the

bent poriZitmsis tihesrtpdoisitdi hige anmiinebag daddnG4stsackiadl ehe esésingwWiathe
paral | el epi ped shape of the recl osable packaging bag. The easily bendabl e
por t i onsPTEHeCtHRs Blex; 6§ dantymeointhecaiegewite she hostbratofudieumein Trag easil y
beng bl r;rsi ons may be fornmed as 15 holes that are obtained by a

punc ingb%%é Htion or the like in the

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

15 FIG. 16(f) differs from the main bag body 54 as shown in FIG. 11 in the
former has a single heat sealed-portion). In such a state, the self-
standing shape can be provided by bending inward the projections 60c¢x,
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, 5% as shown in FIG. 13 so as to facilitate the above-mentioned

bending operation.

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



correspondi ng bending portions of the fenual e-fastening nenber 58 and the

. mal e-fastening nenber 59, thus facilitating the bending step. The fornmation
of the easily bendabl e portions 58a, 59a only in the bending portions of
the linear fastener 55 will suffice. The easily 20 bendable portions 58a,
59a do not renmarkably deteriorate the sealing property by the linear
fastener 55. However, when there is a demand for an excellent sealing

proper t ytief nidle-faetdrisghne nigekagiingeaghmetmb b nep=ef @b danidm\ygle the
easi |y bendabl e portions 58a, 59a with auxiliary sealing neans 58b, 58b,

59b, 59bstaswehdwiIn El CI'htdeadiby Hundubie | patiorsedRiandIeansnpogprilse a
pair of ribs 58b, 58b having a triangular cross-section, which are formed
i nt egr al PYrtigns whdch| are fpomeidodys8ambuing et éhé aShealienfpstemingr 58 so
as to project toward the -22 male-fastening nenber 58 and a pair of ribs
59b, S9HTRERPHYOS eRfaiyumale-lasteringemarpRer WA th theeberdime PPAtiews.al | y

brof Bt omae POREODS R EC TR LS THOHBBRT SAECTRBTRS SIS RBRUTONG of ¢ he
he tip 2%a pat o e UrEED. L AR oY 8RR Dol R RPN Smber
o 1 one” Sen Sl Ripaf-rd B Hotforr Bt dePhoREibY REUEE LR | %
in a staje prowmleghntihe §f-rdoddh eahAh LRSS 1129 ﬂﬁ@&ﬁfgﬁfﬁ%ﬁ&n? he ;s

femal e-fasteni ng nenber 58. 10 The projection height "o e ribs 58b, 58b
and 59b,ths9bfoae eposdibkt amthicald eaistigntlie fihewt tfastaldr 85 Wt cdaptdn ohget he
femal e-receiving portion of the femal e-fastening nenber 58 and hal fg t he
hei gAt dinsemmbraléwendqyiopectpon tif dhedfen thpontides f gsi e pirngidiegbenics,
respectively. As a result, these ribs 58b, 58b and 59b, 59b do not :

det er i orl@Pénthestagkpple nortaRAYIay prRGREieniref shepsasifl yhoereibsablsor ti ons

S8a, 59%ackaging bag.

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

described structure. The easily bendable portions may be formed as

15 holes that are obtained by a punching operation 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 bendabie portions 58a, 59a with auxiliaj*y
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



The ribs 58b, 58b and 59b, 59b as shown in FIG 14 |ocate so as to be
apart outside fromthe opposite sides of the femal e-receiving portion of
the fenmal e fastening nenber 58 and the opposite sides of the nal e- engagi ng
portion of the mal e-fastening nenber 59 by a prescribe distance. 20
Provision of the ribs 58b, 58b and 59b, 59b in the vicinity of the fenal e-
recei ving portion and the nmal e engagi ng portion nentioned above permts to

ensure a allé—tf%ferﬁiigterhlleﬁmersﬁéﬂdﬁﬂga&%%??)ﬁgi/b%g%,Qg%vl‘?a' 4 ensfau [1ary

sealing neans are n imted o _ above- mentioned st ructur e.

shown i nef)s@-sddion heYidRYire 26rGeARhi8&AyPRith He N1hPPoPlen FRC{dapHNg a
trapezoi dal cross-section, which are fornmed integrally with the fl at
portion Gdeffastdriingf ewahlecf &t eni 4¢ tonprdject bBrwand adet eralejRetetiogard t he
mal e-fasteni ng nenber 58 and a -23 pair of ribs 59c¢, 59c¢ having a

t r apezoi duEimben s sethé dip amtl glorticaesf of hed ribat R jy,abBy fuirt the Hemblat
portion 59a for the nal e-fastening nmenber 59 so as to project toward the

f emalfe- f steningmRber B come infe consect witd thepip cagr pacdopsrafithes of
the ribs .i%8c5 g%for the femal e-fastening 5 nmenber 58 cane into contact
with t he'PPpo?Bue®tsif% ARe Pt lansrars i membe 995 gesPsglivelyy sonas to

mal e-f ast enj nber .59, respectivel to _i.npr t seal i ng
oroper ty BRI NReNES REarTE: PREPETGnY Gukn 385 et BorkiPRE Sifangtar B ¢ he
linear fgsh s o f [ iC h l.e- [ nmber 59
engages %é%ﬁf%?%g e?rgpge fhé{s?{ééﬁfla%%éllrr%nggf 8. n-i(%l ﬁﬁ)aqug 1§eg%??%t%ﬁ8%\%i$l be
given beﬁa@t\éx@ﬁn?rﬂé%ﬁ&dsboén% Hid P&nbi@fés%@hﬁ%%én@%?@' ng bag of
t he ot her enbodi ment described above of the present Tnvention. The

manuf acturi ng nmet hod of the present invention conprises a preparation step
for 1& non j oi n@hamgirnjdmahbddyigher of thackiagi 66bbagsb asnd 159ppsidh cire

adj ustnent and fol ding step, a cutting and bending step, a linear
substantially identical with half of the depth of the female-receiving

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

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

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

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



fastener formng step, a heat-sealing step and a sl eeve-insertion step.

The preparation step for the non-joined main bag body is carried out by

pl aci ng the opposite ends of a single sheet of filmmterial 70f one wupon
anot her and heat-sealing the overlapping portions of the sheet over 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 | ower
openi ngspﬁge@p 1;1{)@ 9 haRnSasirepsroigal esevenecting, waliah myesioemeds

i ed b Nl h N _joined nai body in i [ nf i al
i oot o teg ARG D% 55° Aoty Bb080n TRt eliteottioatrbiiges meaPossnl od -
ti .S ; th I d b | bed.di st "d" d
Fol di ng & AR ARt bP e Fo Bl octer TP el S <t i abic gty he © "
b ' ' j | f Ofcg -2 h ' h ide f
porti on BBaCar hace  BuEbng SLRREn s bas Tt (Rl cdhalenBaltiy Srep

. e. 5 t heehebet B8" E5masirdonenidttRkn 24 be}ph 1dWer %ﬁtrfd%gpgxf“ﬁ?lﬁ%#i g step

is carried out by formng cut-outs CL at the upper en e opposite

si de edgebsdf9¢,h89nofor] thaedalmidstbahg mbaterabberetpeceaip! ebi 98 @f the
position adjustment and fol ding step, and then folding the Upper portions
of the n&MPTWienEwe werlingaprapadyty bhdtivaden che ritstpportives 38,1 80g] b ahet he
cut-outs ., SO as to be separate fromeach other to forma pair of bent
port i onssﬁ%]é@ glade afpihe Jincprdasienelr Shaseenisr af shate iy whégh itke cantd-ed out
by pl aciin% the pair . 10 8f bent portions_in a linear-fastener nolding
machi ne ‘AREFHORRINIET V7 FHaEesgVItReths fFraarler fatening mmsnber $% or t he

| i near fastener on the inner surfaces of the pair of bent portions of by
“an ijpsert injegid.on i respectivel. excl.udi ng. opposi t i de edges
therlgof. The Iﬁ\devg’r ﬂgé&éﬁglpn f‘évﬁﬁi ﬁ%es %éli‘sﬁe&%?ftig%l 'Wtﬁﬂa Ig)ﬁear

f ast enermbamAOG 't Rt rsé%iee TRRUAEAL BSg SHOWe | Sl Gndoal Ment

description of it IS therefo
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

~ lastener 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



omtted. The heat-sealing step is carried out by heat-sealing the |ower
edge of the non joined main bag body over its entirety in the width
direction of the bag to forma heat-seal ed portion 77 and heat -seal i ng
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 sl eeve-insertion step is

carried gud whtH o5€1d bR 1 SARRHE608 of th i i 74 dgree FIG
16(e)). The sleeve 60 is the Izdarre as 205 tt Tﬁgstl&%gesg?i gglg@llgrllgl‘:a%\eédelﬁlbo i ment

as_shownsleevé-itSerticn aneh,li%., The ledgacri'phs @hotfn id FI&. tigppfore omitted.
-25 Changi ng the shape of the sleeve 60, which has been inserted into the
mai n bag body 74, into the three-dinensional shape as shown in FIG 12(a)
causes the mai Mlsagubiong amd thersbingepepi is theichape & fshamg icutFdGs
16(f). In such a state, the self-standing shape can be provided by bending
5 i nwar -t 17é thedjees epds @dhe opmpsitss sidhedges of ¢heMarogeiniedr main afgl ap

portions 70a, .70b. of the main g body, K 74. The recl osabl e packagi ng bag 70
can Be i%%(ﬁ@é&er EPS C&@PE&%PE%?%@P%@QH afipeimaenbpagifpkhingysteBnandg t he

{ ] in. bag..bod hown in FLGS. 8 10. |
hecT eb ko Raafle tAE MR SR9H0RS et BoPne et Tep B Dag BOREn I RBd |
hove t P - bag . ran! . e
oot | G oS @ ORAC T BubBEGRODN R G B0 B st RRRhRLE LR, o
from t hetbiee t@if@ﬁnegq&ipbf%l&%tchﬁ%ﬁfds?@@eﬁl@%g’lﬁg)sl"d", i.e., the length

"U as shown in FIG 12(b). According sible to place the
heat - seal ed portion 76 in the vicinity of the edge of the side face of the

15 recl osabl e fackiageay f4sgnéd faving stdieid esinsgoharbpalalihgl e ped. The
heat - seal ed portion 76 therefore becone inconspicuous, to keep a nice-
of bent portions in a linear-fastener molding machine and continuously
forming the linear fastening members for the linear fastener on the inner
surfaces of the pair of bent portions of by an insert injection molding,
respectively, excluding opposite side edges thereof. The linear fastener
forming step is identical with the linear fastener forming step in the

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

omitted.

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

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

prepared in this manner.

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

description of it is therefore omitted.



| ooki ng external appearance of the recl osabl e packagi ng bag 70. \Wen the
demand for inprovenent in the external appearance is not so severe, there
may be omtted the step for turning the non joined 20 nmain bag body in its
circunferential direction in the above-nentioned manufacturing nmethod. Wen
such a turning step is omtted, the heat- sealed portion is placed in the
central portion of the side face of the reclosable packaging bag 70 having
t he rectangul arChangingtliepsbeane alidhve deser 691 wbrichillds becyiverrtodinw of

anot her thod for 25 manufacturing the reclosabl e packagi ng bag of the

ot her enbYdTERtP2HELEY hbdndpdhe drreetimpnrsienel sShapttd opoTReinoFKar
factugj t h f th i tion -26 [ _

Shoot -{ of SIS DRED s TapireoaB e 1 e ERia LTS NGARRGS e g Hep, a

i f ' heat - | i tep. Th t -f ol di

Step is ST ab SoE By el ams o ST Bt B0 Y PRAHAF A PP EORE N t o

to prepaifard\dfel BHOREERLNGHRE BOf LRGHIPRELeucBN b ONRE GHGCR.N] one

si de edge of which ve not as yet béen joined.”  The sleeve-placing step is

carried peittidys PHACT0® dMdeShasy ' he 19} ' y (see
FI G 17(%11;.1 TShe s{ eeve 60 mat?;l bgja%togdr)r%%zgri IT;}%sqre%:cger)e te?%ﬂ{eatﬁgﬁt}bj%% ned

mai n bag7bady by caanzdhdsitom sﬁ@@d&%léﬂ@éta@%ﬂah%@r@fﬂbld t9edBiioeh dhige
sleeve 60 is the sane as that 10 described 1 n the enbodi nent as shown in

FI GS. 1ilthendpper pThidondesdthe phaimbag Hadyi 4 tlsestafwon én diiis.ed].9 Fhd wut ti ng
and bending step is carried out by formng 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 th nnE}}F‘jf@FR&@%i PABRLIBE ?gvﬁiscfpflgeféoiﬂ dBFoAtAEET [Re | engt h

of tihe cut-out, .so.as to,pe separate . from each ther to forma_pair of
_ bentlﬁporlgllggﬁlg.ned above, tltx)e noFI)l—Jomed main a’gag %o%y 1s turned 11'? its

circumferential direction so that the inside edge of the heat-sealed portion
76 1Is 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 turhing 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



The linear fastener formng step is carried out by placing the pair of
bent portions in a |inear-fastener noldi ng nachine and conti nuously
formng the Iinear fastening nmenbers 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
formng step is identical with the |inear fastener formng step in the
embodi metmasisshoan sheeFf@digg $tep,des clépie-placihgi staps thenefiogeandmi tt ed.
25 The heat-sealing step is carried out by heat-sealing the | ower edge of
t he non h&rdiag sigpn abaacwotastenst forminnsiereand a hoss-skiading siepect i on of
-27 the bag to forma | ower edge heat-seal ed portion 87, heat-sealing the

th id d i t t t he, | dinal di t t d
heat - seal ed pata SHCB6IAALE '@%ﬁﬁﬁl@%ﬁl@%@%@g@éi@ﬂi@ag@qisineg? e end of
th d b dtoth
cut - out. 50 DR St fy B0 e %a&'grﬁb@g i ﬁ"@%c&é’%ﬁs e
manngr . %\%P@dg§§ r@?@ﬁe%d% *é‘a ﬁlc%ohawglrﬁﬂ £@§6P8§ ﬁl%ﬁt ed i nto

the mai n bag bod o the msnsmna ape” as s I FI G
12(a) causes the main bag body 84 to be kept in the shape as shown in FIG

17(c). In suchTaestiebee-Plheirsekic E@@Qkﬂed%wﬂosy%ﬂacﬁﬁr PROWICISE By A0

bending inward the projeéctions 60cx, 60dx of the sleeve 60 together with

t he mai theagohejdynéd. mahe bag!mshbl Qee;)@d@agl"r(g)}bag‘l'&ﬂ stegvebeOchaged into
a stackabl e rectangul ar parall el epi ped by bendi ng the upper portions of

t he mai nepmpBody Sfcuredshowhd moFl-G8ned, nianthag0bowiehy sarc cadix¢sioni on

filmor the like, which has on its opposite 15 surfaces a heat-sealing
pr oper t yICRRS S 8§ & hetvpelingmethog. ekl iskgeverbO t1$1éhél§@@é€ @esthdtbed

RS, TR 5L PR RSP L TSR © 0

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



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 nice-|ooking 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 splay condition of the packagi ng bags on a display shelf in a retai
store from being disordered and the packagi ng bags fromfalling down from
t he di sptlay bagedbffodnea tlowentedngermnde06d tpoetibasd 7 Sleed ede 4o tioa otRér of t he
packaging bag with that of the other packaging bag. In the above-nentioned
enbodi meptdectdgchevarrigs entiretw enthongibedirsil ebve thas taashédpbeas-sshingh i n
FIG 12. The sleeve is not |limted only to -28 the above-nentioned shape
and nay RaVEORSP snfdp additwrbyhegii senlingonpatkaybpgr sridrofidiy o pidsan be
kept in a,prescri bed shape. The present invention also includes a

recl osabf ﬁ‘oé’?@&i REPpRYCd iRAER BAg RPdy, vehish) CaITERROPAS Eas gut-out

i mpraovenent AN, S ki n roperty. .5 The recl osabl e. kagi ng bag, which
has 1%\/und Sr%gr‘ﬁlg:l' %?@ nt eofﬁ)%mnﬁ?% Bogy %%d? WSQ?@EE%&%}%%%‘%{M at | east
one heat-sealed portion and of a |inear fastener provided on the opening

portion of the eRAALR0ROdkackr el BhOYATER i i, sl esyesshat s

pl aced in the maln recl 6sabl e’ packaging bag is characteri zed

in that tﬂwn{mhﬂb@%@)oﬂ 4] dGreolifed. dithén oRaEIREDREL sho®a-H FRYSI onal
shape defined by the sleeve so as to keep the prescribed three-di nmensional

shape. A82f@m)casiset thenmbhe bagoehyneattbanede el grabheppaskaeivig ipagcof  the
present invention, it is not always necessary to formthe |inear fastener
by an in&éd. i Ahesticbn austates the stibetamdintg chagdeerbadibeeproviafed y 15
~present jnvention. Mre specifically, the linear fastener that has

pr evilousP§ GigenirBark dhaeraiections 69cen 66 dx of thesidsye @ degeidrertwithmai n

bag bOdythbeym%qxqegellg %0%9e§£ ] %‘h%hr%%@éabqg r]]_:)cgcrll(%g?rrlg %%SgSSE) ré%tn llag ctlrl%n%%d
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



si mul t aneously applied during the heat-sealing process, or any other
appropriate fitting neans. In this case, it is preferable to formthin 20
portions at the opposite ends of the linear fastener and/or easily bendabl e
portions on portions thereof to be bent in the sane manner as the above-
descri bed enbodi mrents of the present invention. The reclosable packaging
bag does not always require these features, when the demand for

i mpr oventit abaveheepkivaedashapp eardantey havecdny othey shape2by whichethe
above-descrj bed enbodi nents of the present invention, each of the

proj ect i BRSK&ZEE meda e bedk canebo&kepd ihaz pacsambed siagfe. coning into
contact with the bottomof the main bag body 54, 74, 84 to -29 maintain a
prescri bed position of the sleeve eﬁo i.n the main bag body 54, 74, 84. If
the main bag body® RASSTHCHYEHLNR 13187, INCHEAST & ERalpomRicoDaskagiogxbags t he

I : i W t.h . h ki nd_of cl bl

packagi no i PR S e DO R Fetere ! i oLRER ot A PCE 5
e S R Rt e
6OML.  ODDAg idaypios#inaNen ShenfRe 2l BEAS KA UBPILLANT pFrindl, 0f orhe - main

bag body 94 of the recl osabl e packagi ng bag 90 as shown"in

cor r espaimen fddtenep posiikdont iNsepshind Hortdnt @ﬁtﬁ@&haﬁ?@hgdb@@ﬁt isons 56,
56 of the nmain bag body 54 of the recl osabl e packagi ng bag 50 as "~ shown in

FIG 11,furgspeprovded. witich seetdichhead pesddih phetinans 16 b9Eyi s Ther ovi ded
on its lower portion with a stopper portion 96a. The stopper portions 96a,
96a facd%% Qe neackagisgowe iln Fhagacterised tinathaththoppesi thegl botlpvisr si de

edg of e, sl eeve 60M. re placed on the stopper_portions 96a, 96a.
Eacﬁ%of fPL‘TEC%E%Tﬁlp%rPTSB?IEI%Sast%%%:dl%E‘ﬁl@nﬁbﬁh@&euiﬁfirm &ysihfgsleree s@i dt h of

the T owefs RPLEER R preerRER! 1718R! S 80LLNYT REp2S Shown TN FI G

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



19(a). The stopper portions 96a, 96a have a function of maintaining the
prescribed position of the sleeve 60 in the main bag body 94 so that the 20
| ower portion of the main bag body 94 can easily be folded into a shape as
shown in FIG 8. The sl eeve 60ML therefore has no projections unlike the

sl eeve 60 descri bed above. The stopper portion 96a is preferably fornmed on
each of the heat- sealed portions 96, 96 as shown in FIG 18. However, the

singl e sHeRRRIIn @?r@ﬁﬁﬂ)&f‘g&%ﬁi&@o‘?%%@e&@ EEEQM} phe i@ﬁ%ﬂsagsﬁe%ﬁd

portions 96, 96. The stoppéer portion 96 nmay or e cr easl g

partial | §4t hif shiedtainfbddBodl awey s@ehtd Ath@iond Ndealie688h 8BRS bogk 96 as
shown in FIG 19(b) so as to -30 forma snall projection 96b. The

r ecl osabbfetlpacskayt rayebagt 90quretiol déith fe¥pect he shape lasdshowrlbBableG 8 in
t he same manner as described above. FIG 20 illustrates a nodification 60M2
of the sPaERLEIBEMIags thehotlren arfy@linddnt Diicheodirésad HhemtioBOMl hes a
pai r _of bendabl 5 reinforcenent flaps 60cy, 60dy. More specifically, the
sl eeve rﬁgﬁ%@ﬁgﬁg@at}afre&r}g@pﬁ tor FigppodsPregid A8nt and rear face portions
60a, 60b and a pair of side face portions 60c, 60d. The reinforcenent

flaps 60cy, 60 are integral.ly .formed with the upper .edges of the side
facg portiyons géléi, rec@%ﬁ%%%@”&g@%8&”&?“96“6?%]%2‘"@@1% rRPAEPS; a20( a)
illust rq;rgiat ert%%télll&egaéq)d%g%{%ev%di\?ﬂ s folded into a flat state. The

shape of eeve ed’in’such a flat state is changed into a
rect angul ar shape by unfolding the side face portions 60c, 60d. The

rei nf or cement 0@RssiBRCYort &Y 0qamg %cﬁﬁ@ét—%@é&écfg@&iéﬁ%‘gg,i% %IkgheZO( b)

so as to increase the strength of the unfolde eve 6
pr ef er abheir bagrioodyd©4t dietisd ceclbsgBlepontkanis e 15590, a HIHownt ih FIE. 18

reinforcenent flaps 60cy, 60dy, respectively. A single reinforcenent flap
may Aowepsresnorpt svithedopposing poriides S1deé5d acel thpotiehoneabOt podldns
56, 56 of the main bag body 54 of the reclosable packaging bag 50 as
shown in FIG. 11, respectively. Each of the heat-sealed portions 96, 96 is
provided on its lower portion with a stopper portion 96a. The stopper
portions 96a, 96a face each other as shown in FIG. 18 so that the opposite
15 lower side edges of the sleeve 60M1 are placed on the stopper portions 96a,
96a. Each of the stopper portions 96a, 96a is formed by increasing the
width of the lower portion of the heat-sealed portion 96 as shown in FiG.
19(a). The stopper portions 96a, 96a have a function of maintaining the
prescribed position of the sleeve 60 in the main bag body 94 so that the
20 lower portion of the main bag body 94 can easily be folded into a shape as
shown in FIG. 8. The sleeve 60M1 therefore has no projections unlike the

sleeve 60 described above.

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

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

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

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



FIG 21 illustrates the other nodification 60M3 of the sleeve 60M as
shown in FIG 20. The sleeve 60M3 is identical to the sleeve 60M2 20
except that the forner has a detachable cover portion 60dy. The sane
reference nunerals are given to the sane structural elenments and the
description of these elenents is omtted. The cover portion 60dy is forned
by increasing the length of the reinforcenent flap 60dy as shown in FIG
20(b) . Them enghlklloprdjeetioaveébpofticore3Oshblespacibsdiagt bad 190 idésidedal 25
with the width of the front face portion 60a. The cover portion 60dy can
be tur nd@tedhe sdanches shpwenih 5IGt Benddeesarporniaonces@dyddsrijlcacedoon t he
reinforcenent flap 60cy as shown in FIG 21(b). Such a structure permts

to increase fur aer éhf strength of the unfol ded sl eeve 60M3. The -31
connecti on por titth of HNSUtRI¢Er 2 gordilarateeryo G of rieesplgeve £@Mdoesi on 60d

LZZ 1y st edcr OF, RS huatiece Shsve: ol %fx%ﬁééirdﬁﬁ{é%? ja
ca | . Bodiaq a,
het Sof "Tror RR et A doa, BPAY. caaStriarBitdblnclelt SUTsaCMER s,
whi ch i SdrRpaBEH %?_B%Sé?@fbp&{o&éﬁ\g?ﬂ&t%ﬁaﬁ&%ﬁ?&é@'@Mgréﬁb gpe so

as to be inserted into the I'n replacene e above-descri bed

det achalpar edvgde date ipurthidy 60bn sokle aheyecHEsAddRedt erRrIbOBAL 808f t he
met hod for 10 manufacturing the recl osabl e packagi ng bag, the bottom of

t he recleosabitegraibe kagned vwial frayuppea cigeckebile: sy angupartipas adgl epi ped
shape is _formed by bending the flap portions 70a, 70b inward as shown in
FI G 2250dmbthesksvedaasfoprojdcnugrwant | FKe, 204 dhusiaates teasleseal i ng

property, . sed as the sheet of filmmaterial, it is possible to prevent
t heﬁ)§| a&%ét i“gf%%lbﬁ Felded7optor pollebsépct iThy bAPRaPd thy AppisOAYAn easy

heat i ng o f £ FP0 ch WonA 2248 AL NS 18 8525201 & Pagkading bag 1ing
the side face portions 60c, 60d. The reinforcementr 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 60M?2

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



FIGS. 23 and 24 illustrate a nodified formation nethod of the bottom of
the recl osabl e packagi ng bag 100. The nodified fornmation nethod conprises
the steps of subjecting flap portions 100a, 100b of the 20 main bag body
104 to a heat-sealing process and cutting off the tip end portions of
them WMre specifically, the flap portion 100a of the main bag body 104 is
pl aced on a base 111 and a heat-sealing head 110 is pressed on the flap

portion dffact@oagiiree e eheriergaationds0a9PeESE théhgdheate peAlibAG0D
process is applied to the other flap portion 100b of the main bag body 104

in the sanprowdeérwitiihe lheadf peafoedtibhapsaotidi ons cb08a potfioh aney damovi ded
in this manner as shown in FIG 23(b). Then, the tip end -32 portions of
t he heatcadll b¢ detashedr fioonsht0gide fH@@bpartéom KOS f Faggeshbalesi 60dF4G
24(a) to_formsmal| flaps 100ax, 100bx. FIG 24(b) is a schematic view

i || ustra®PAgPt ik feangdapne thackekfirngoptign100dyt te ferdetofdeipichmernst

changed j.nto rectangul.ar. parall.elepiped. In FIG 24(b), reference 5
numa%al s%heféaﬁ,fmﬁésﬁg%gﬁéﬁge BOpEPTS portions of the reclosable
packagi ng bag 100, which are kept in a folded state. In such a recl osable
ackagi ng ba t el uired any. step.for folding the fla
Borti gnsgi nvvgr a%res%%%b% ﬁn@%@&:ﬁ% P a ']tC?‘o ,f‘%rr?%e@ r?&PIargY%%?rT@ng,
100bx i npfeo¥RelO@rzehhs %&@ﬁwe}g?gg-gggrp?eys&ga%ggoegﬁ%&% irE%étﬁi'Elleleyél aps

10 100ax, 100bx may however be I nwar wn in i the

above- descrdplade ebeUITRB $hOfe-HBSCAbES RIttaEAYBR EQbr ph&ionh begr fastener
may have a slider that is novable along the linear fastener so”as to open

or close the opening portion of the nain bag body. The sleeve nay have at
| ease one portilon, thehi aevoivs-desardaed o erhivodinentsag obodhel Snimthads ufdrabl e
joining neans such as_adhesive, heat-sealing or the like. The shape of
pr ojl€ct | BAEUSRCEHANE [tRevgciasalde Neckiagieg dralgy tho hottomariglhe; renjpsable
packaging bag having a stackable rectangular parallelepiped shape is
formed by bending the flap portions 70a, 70b inward as shown in FIG. 22.
When a co-extrusion film or the like, which has a heat-sealing property, is
used as the sheet of film material, it is possible to prevent the flap portions
15 70a, 70b from 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



may be a trapezoid. According to the present invention described above, the
| inear fastener is provided along the opening portion of the main bag body
by the 20 insert injection nolding so as not to extend to the heat seal ed

portions. It is therefore possible to reduce the period of time for process
and inprove the processing efficiency. Wien the main bag body includes the
sl eeve for keeping the prescribed shape of the main bag body, it is

possi bl epbrrichengeheashl wchied 14D p@itihragobadyod bl e IdIPAS shown in

t hr ee- di nensi onal shape. In addition, it is al so possible to inpart an
appropri ate. 2dfantt oo sinelt flnpe- HOGERs1008k. RGN DHY) hedy seheamtio bear
sufficiently the stacking |oad. -33 Provision of the easily bendable

porti on WEW Hlstradag thesreclesableaparkagires bage Go| tienghape tdievhmimibag
body, so as to nake it possible to prevent the occurrence of unseemy

out ward pRBP&ed i BHOof tIketdemitlarpparplakepippds pioil.ng44bhi seferaaid ng

f the, - i i I i b body. -34 WHAT | S CLAI MED
o A Rt ot o O Ao TEAG S ORBPFE | NEb ROMMPRS bl (BEOJCRASRRE an
i i I by T t.ion; [ i f
o ovi dedPaREadRg g Aod, SARPOAT BEBLIT BT Blaybboly duck a rrnapf"
f ast ener pRERN gdbﬁgfgeo%h@r@qgnhag RALLLRD gﬁ){yoé@;f 5gﬁg§@§gaﬁgeg>ﬁgg>rf an

insert injectio Ing SO as not to exten i on;

and a sl pemeonPhaeged iR SbIn® PIdago. bedwmddrkacrna has detoshape
t hereof ;" wherein said sleeve has a pair of projecfions each having a

tri angul 800bkapmrosaitteplf-sednding peopents of ket mgCRP@D| ehefsreanigs nt o
contact with a bottom of said main bag body and being fol dable. 2. The
r ecll&sabl @Opack@gbrgnbadraweovirabaddided @vaard 4s shosvein:FIG. 10.
In the above-described embodiments of the present invention, the
linear fastener may have a slider that is movable along the linear fastener
S0 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 opéning 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.

_33_



said heat sealed portion is provided on each of opposite sides of said main
bag body. 3. The recl osabl e packaging bag as clainmed in Caim1l, wherein:
said heat sealed portion is provided on one of a pair of opposing faces of
said main bag body. 4. The recl osabl e packaging bag as clained in Caim3,
wherein; said heat-sealed portion is provided on a mddle portion of said
one of said pair of opposing faces. 5. The recl osabl e packagi ng bag as
claimed in any RmeisbnChhithe dasidy barBidenportssth i @RV Biricsrf Pldadée. 6.
The recl osabl e packagi ng bag as clainmed in any one of Clains | to 5

wher ei n: fasditdts$ ébeeohdingaof trashatmédpebddb| sored nd anaroentpddsilple whi ch

| ocates in a vicinity of said opening portion of said main bag body. 7.
The reclP¥aBNE paekagtwigebsg a8 vhakcemdy i outmgrdnerajtctbni wf the obént
wherein: said sleeve has a detachable sleeve portion that is accessible
when t hePYRE S adPel HaPRAGAHRE Bagnics-lopkinrg APPeARLReE Weén thet dbkeet
enab%es %pe sleeé@ to.rgla fromsaid prescribed three- dinensional shape.
35 82 THEHELHOIEHRAPoRE ‘bag as clainmed in Caim?7 wherein:
finger-holes are fornmed in said detachable sleeve portion to facilitate its
removal . 9. The recl osabl e packaging bag as clained in any one of Clains 1
to 8 wherein: said nain body can be folded into a prescribed shape; and
said linear fastener has easily bendable portions, which facilitates the
folding of said main bag body. 10. The recl osabl e packagi ng bag as cl ai ned
in Caim1l wherein: said |linear fastener has a fenal e-fasteni ng nenber and
a mal e-fasteni ng nenber engageable therewith, and said easily bendabl e
portions conprise flat portions, which are formed by renoving partially
said femal e-fasteni ng nenber and said mal e-fasteni ng nenber. 11. The

recl osabl e packagi ng bag as clainmed in Caim 10 wherein:



said flat portions have auxiliary sealing nmeans, said auxiliary sealing
means being capable of comng into contact wwth each other to seal a space
between said flat portions. 12. The recl osabl e packagi ng bag as clainmed in
any one of Clainms 1 to 11 wherein: said main bag body has at |east one
stopﬁeg gggtion for positioning said sleeve. 36 RECLOSABLE PACKAG NG BAG
AND Férl CTURI NG SAME ABSTRACT OF THE DI SCLOSURE A recl osabl e
packagi ng bag conprises a main bag body having an opening portion and at

| east one heat-seal ed portion; and a |linear fastener provided on the
openi ng portion of the main bag body. The linear fastener 5 is provided

al ong the ogg E&“F ti.on of the. main bag body by an insert injection
mol di'ng s AE<BNMEP PR Eheat - seal ed portions. A nethod for

nmanuf act ug jnagh Bégq)oa%aﬁﬁgraﬁ op&sing ia@mbh LRE a§1%§§1’ dne hédtbaled PSitiohi st and
second linear fastening nenbers are formed on a prescribed position of a

sheet of 4 linparnigstenrsraprovided oni sasbpmemmg Q@lttﬂol)rpfrﬁﬂldjmgl beg hedy,csaidlinearspaced

fro ot h ese .fast eni n Are.e eabl.e w.th each.other to
f or nieSBRt ol e ol Saib SR ST 2R i i PRESORR 5 rliobe RiRHEA "

t wo @eldidpado ad8otf @Sdxehidng saRINRAE- Seaste’m?&ﬁ@ﬂ;gﬁxd/\a tleeve; ldte@lil €4id nldlh belg each
of opposite portions of the sheet of filmmaterial thus folded is

heat basydp &genr dpiessrihed saeperfbereokeal ed portions. Fig.1 -37
wherein said sleeve has a pair of projections each having a triangular shape, said pair of projections

being capable of coming into contact with a bottom of said main bag body and being foldable.

2. The reclosable packaging bag as claimed in Claim 1, wherein:

said heat sealed portion is provided on each of opposite sides of said main bag body.

3. The reclosable packaging bag as claimed in Claim 1, wherein:
said heat sealed portion is provided on one of a pair of opposing faces of said main bag
body.

4, The reclosable packaging bag as claimed in Claim 3, wherein;
said heat-sealed portion is provided on a middle portion of said one of said pair of opposing

faces.

5. The reclosable packaging bag as claimed in any one of Claims 1 to 4 wherein:

said sleeve is foldable.

6. The reclosable packaging bag as claimed in any one of Claims 1 to 5 wherein:
said sleeve has at least one bendable reinforcement flap, which locates in a vicinity of said

opening portion of said main bag body.

7. The reclosable packaging bag as claimed in any one of Claims 1 to 6 wherein:
said sleeve has a detachable sleeve portion that is accessible when the reclosable packaging
bag is opened and which when detached enables the sleeve to relax from said prescribed three-

dimensional shape.

35



8. The reclosable packaging bag as claimed in Claim 7 wherein:

finger-holes are formed in said detachable sleeve portion to facilitate its removal.

9. The reclosable packaging bag as claimed in any one of Claims 1 to 8 wherein:
said main body can be folded into a prescribed shape; and
said linear fastener has easily bendable portions, which facilitates the folding of said main

bag body.

10.  The reclosable packaging bag as claimed in Claim 11 wherein:
said linear fastener has a female-fastening member and a male-fastening member
engageable therewith, and said easily bendable portions comprise flat portions, which are formed

by removing partially said female-fastening member and said male-fastening member.
11.  The reclosable packaging bag as claimed in Claim 10 wherein:
said flat portions have auxiliary sealing means, said auxiliary sealing means being capable

of coming into contact with each other to seal a space between said flat portions.

12.  The reclosable packaging bag as claimed in any one of Claims 1 to 11 wherein:

said main bag body has at least one stopper portion for positioning said sleeve.
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