9 NOV 2005 DESCRI PTI ON PACKAG NG BAG W TH TEAR- OFF OPENI NG Techni E_aq NBY 200§
The present invention relates a packagi ng bag, which has an oxygen-barrier
property and can easily be torn open. Background Art In the US-Patent US 6
102 571 a packaging bag is revealed. It conprises a tubular body obtained
by joining opposite ends of a strip filmconprising a |amnation of
‘oriented and non-oriented filns to each other so as to forma [ ongitudi nal
seal ed portion. The tubular body has at- opposite sides in its dianetrical
direction crease portions, respectively, and has at opposite edges in its

| ongi t'ﬁgﬁgg Tﬂé ection lateral seal ed portions, respectively. The crease
portio R irst tearable zone, which can be torn at | ongitudi nal '

di ff er eACKARNSE BaonwuTH teakangr bpgiynal; sealed portion is |ocated on the
back surface side of the bag and has the second tearable zone, which can.

be torn Cg{g I ﬂ_ﬂgl tudinal different positions- The second tearable zone has:a
~length'$ 178 28 with or | onger than that of the first tearable zone. The
upper edge of the second tearable zone is |located in the same | evel as ot

above Theptenpatinedgen efaehe phikaingthal MM oGGth biifiel BBERy edge of the
former. i Iocaltﬁd in the sane |l evel as or below'The [owe S}é of the :
| atter?niﬁ%ﬂ?asﬂ‘ fiA R ubj ect, different subjects of the background art |
‘are known. As a bag for receiving liquid relish such as soy sauce, 5

-mayonnai se and ketchup, or jelly type beverage, there is conventionally
known §a‘§‘£§"t§1§1%vi ng three side edges 80a, 80a, 80a heat-seal ed as shown
in FIG 16. The bag 80 is fornmed of a plastic lamnate film. which is-

~ provi dgd, w I ) Lhg an,oxygen-barrier property so as to serve as;a
el ¢ FpEsipRenf i o 182 5 s BB B B bl Reamerisss & et b
. rgct angbtameddlyjpeing sppaitd entnot ‘ﬁ‘_ﬂﬁp‘ﬂﬁ‘. &dﬁgﬁsmgéﬂammt@dg@%@nmﬂ%@ pfngd -
edges, 1 i ag. re i sp . known another type o ag, I.
e., t hpé@%g?@é&@% tg%a%'ggtf‘gv%i %%m?g%gfogpmab@eq?qﬂ BeTHY d herdatiarof pl asti ¢
| ani nabedy hasatiopposite didesfioitsiametichiedigalion cred@nrivRgi REpactvep Hdudi nal
' opene n ai.r .of |ateral.open dges, heat-sealing the
| og git ﬁa? %gtfppg)ag%gqﬁes in its {ongﬁld?na?dire on Elgerg sgaled portions, respecti\gely_
-~ The crease portion has the first tearable zone, which can be tom at longitudinal different
positions. The longitudinal sealed portion is located on the back surface side of the bag
and has the second tearable zone, which can be tom at longitudinal different pasitions.
- The second tearable zone has a length identical with or longer than that of the first
tearable zone. The upper edge of the second tearable zone is located in the same level
as or above the upper edge of the first tearable zone and the lower edge of the former is
located in the same level as or below the fower edge of the iatter.

Apart from this subject, 'differenthsubiects of the background art are known.

- As a bag for receiving liquid relish such as soy sauce, mayOHnéise and ketchljp, or jelly
type beverage, there is conventionally known a bag 80 having three side edges 80,
80a, 80a heat-sealed as shown in FIG. 16. The bag 80 is formed of a plastic laminate
film,. which is provided with a layer having an oxygen-barrier property so as to serve as a
_bas;.ié layer of the film. A sheét of plastic lamih'ate film having a rectangular shape is fold
in two and then heat-sealed at three opened edges, thus preparing the bag. There is also
*known another type of bag, i.'ef, three side-sealed bag, which is obtained by folding a
sheet of plastic laminate film in two to form a rectangular shape having a longitudinal
‘opened edge and a pair of lateral opened edges, heat-sealing the longitudinal opened




0 9 NOV 2005 edge and one of the pair -of. |ateral opened edges by ﬁ_g NOV 2005
prescribed width to formnormal heat-sealed portions 80a, 80a and

heat -sealing the other of the pair of |ateral opened edges by a |onger

wi dt h SOANET j j ' e w dened
heat -s%g eﬁ't"‘}f;g?tu Qﬁ@g%ﬁﬁﬁﬂ%@?ﬁ%pﬁﬁ%ﬁ%ﬁe@ﬂg mr%%lﬁg%‘%w[dﬁ{e@efﬁﬂﬁngﬁéhom in
FI G 1heatseaieddiorions 80a llecanddegbasaling ithemethenof iropairf ofiathesl opericher type of
bag 81 i i i o] i Lhate film,
“one upSAdSH5lplshapCpE! RS reerBl EcichtohretFBLE il B BTh i BENET  Tor
8la, 8bhealseaind pdnéon Fwehavigd snogt pertion Bl theewfiyas shawn thown in FIG 18. '
These 4 Qu YA : | from

ani on 118 HalLEaH BreR oottt oy T An SR B 8 B Wi

pr ovi debtdned oy piacing svorsbeets ob plagtic laminsite filnt enet upenanbther GONG=5 WO 021012459

PCTI JP - . four._sides, which are
noat - careip s AV 05 Gude 1300 87 oG, ol i Ratslnd bR nown |
FI G 1@&dges, B8 shownfrorigatiBon of the spout portion 80b in the deforned.
seal ed portion requires an increased area of the portions to be 5 ,
heat - seal ed, thus |eading an increased cost of material. The heat-seal ed
por t i orhiess liquid edcatvingdiags BDSN thies famesdhaveqoatiatis 183183, frarmwhizbéhanbagse a  user
brings Nj ' j M - ' _which is
*provi aca St bnT T shit forlod A2 e M Al PR BROH An ¥hen S
dr i nki rigeak intenbonialigt of his or her nouth with the edge of the heat-seal ed
10 portion of the bag to suck the beverage may cause damage to the nouth.
I'n addition, the three side-sealed bag has the bent edge portion on one

- side thereof and the heat-seal ed portion 80a on the other side thereof.
When t he above-nenti oned heat--seal ed portion 80a is provided by i
heat -sealing only the one side of a bag body while applying pressure to 15
entirety of the bag body utilizing a single pressing device, a uniform '
sealing pressure may not be maintained in the entirety of the one side of

!

~la~




t he bag body. As a result, a portion having insufficient sealing pp_@pﬁﬁvm
may exi st in the heat-seal ed portion thus obtained, |eading to | eakage of
the cont¥AP¥" 2% he bag. In addition, if a user can sel eRETFRBN4I33e of the
20 opening, which is provided by tearing the bag, it is possible to control
the flowrate of the contents in the bag. in accordance with a kind and
viscosity of the casatwhicse ithet beghlags thletisiceeopffoaucsidan, eaaphngrof the
conventional bag cannot be selected by a user, thus providing no technical
ef f ect s healitsealast withtbe pf:sthided width, |fomation of thagidtchfad khokani nat e
filmof .which the bag body for the bag is forned, even when attenpt is
made t olRtddfeakle chhbga et defigabon/okthe sreuyawrtioni 80 imathedsfdryngi.er ce
into the b body. fornmed, of such a lamipate filmwith the result that the
bag is 8’5@%&1 P‘Eﬂﬁf?ﬂ eFEROHES | #1 gncTeagod 2as  &fp e goartRespdy Jr®2/ 04133

Di ti Al bject of t [ tion, lch i
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t her et hrough,” and reduce cost of “material. 10 Tn order to agt ain the

af or enewtrinkieg Wbicentactrophikagiing bouthfwithhthd edaé oltheHeatsddiedpr esent -
I nvention conprises: a bag body nmade of a plastic amnate filmhaving a .. :
pai ¥0 of Pospipasef theshag tedyudk thabdvbmpenudy deismdanragedidbthdniowing sai di
PR O B B et Site-deated bag has the bent edge porton om ome o "9
side thereof and the heat-sealed portion 80a on the other side thereof.
When the above-mentioned heat-sealed porﬁon 80a is provided by
heat-sealing only the one side of a bag body while applying pressure to
15 entirety of the bag body utilizing a single pressing device, a uniform
sealing pressure may not be maintained in the entirety of the one side of
the bag body. As a result, a portion having insufficient sealing property
may exist in the heat-sealed portion thus obtained, leading to leakage of
the contents in the bag. In addition, if a user can select the size of the
20 - opening, which is provided by tearing the bag, it is possible to control the
flow rate of the contents in the bag in accordance with a kind and
viscosity of the contents in the bag. The size of such an opening of the
conventional bag cannot be selected by a user, thus providing no
| technical effects mentioned above.
25 There is a limit in strength of the laminate film of which the bag
body for the bag is formed, even when attempt is made to increase the

strength. A sharp-edged article may easily pierce into the bag body

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

unintentionally.




15 over their entirety to forma tubul ar shaped body having a rear 0rfongy 2005
seal ed portion, and coll apsing said tubul ar shaped body into a flatten

" shaped bwéyezhvamismg a front face, a rear face opposing saip@ﬁﬁ,@m“%pce, a
pair of opposite side edge portions connecting said front face and said
rear face to each other, a first opened portion and a second opened 20.
portion Dixudséune: sRikk fivestiggpened portion, said rear heat seal ed portion
being placed on said rear face; a first heat seal ed portion being fornmed by
heat-sealing said first opened portion; a second heat seal ed portion being
forned by heat Aseallijegt ehitHe pReseetdndewpeneiEont iORiadndo &diganngtarting .
portion fromwhich said liquid receiving bag is to be torn open, said

t ear - st aﬁ“?‘i"f?gﬂ}ﬁﬂtwmd bieiakdepsovisd thermiont  the asbvieiee aOfpackagthdabdg Of
opposite ﬁl e edge portions and said rear heat sealed portion, 0 9 NOV 2-

WD 02/ 09% PETIYBSCRTOEMDsal the vainterdianalppeovingad thenipag,siag be

pl urgl i t%rof fine ncavities . ‘?eni ng.outwardly. In the first aspect of
the present: PR n‘?‘ntarfﬁjrBBﬁ'@g {8826 Pf dhe coppings in pecerdastdecwitinanat e
filmfory; .ar rought .into contact with each other to form
t he tubulfl%{ae gﬁg%%%(}%)édé @8 %%FH@’%%Q&%Q@%P@&W@{H@ bagced on
the rear : dy..The pajit_ ' of opposite. side edge portions of

~ the bag ‘B’%gseigrg%n%% l?%a (\)/\nxsgg%% nggé%%?r?BgﬁHea‘rl%&P HXaLOBEAY ¥ Spor t i on.

- There campdiginaveitRdrd i awmi j fficiaen al_i oper in the
heat seZdIS%d p%rti on, tgﬁ?rﬂ%”g?&%@ﬂ%é%%}éﬁ%@ %? %t%ﬁg @%‘?{ggﬁ{)@gﬁ% t he

" bag. Accamdirndhige cole ofipmitepiai at e chargi ng property can be ensured. In
gdition, aratio of area of the heat sealed portion can be reduced in
comp8ri son wi t Antorslerpacktigimthbadorvanentgotibd diuet,hedackaghgdnagrdd ons,

thus effectively wutilizing the material. Wen the plastic lamnate film
for fornh f¥fetspect of the present invention comprises:

a bag body made of a plastic laminate film having a pair of
opposite side edges, said bag body being formed by bringing said pair of
opposite side edges into contact with each other and heat-sealing them

15 over their entirety to form a tubular shaped body having a rear heat
sealed portion, and collapsing said tubular shaped body into a flatten
shaped body having a front face, a rear face opposing said front face, a

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

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




15 packagi ng bag does not include any alumnumfoil layer, it is pgékﬂ&véﬂﬁ
to reduce the cost of the packaging bag. The packagi ng bag may be used to
recei vevanyi/dozegd of material, which includes fluid matepédlip@gisshavi ng a
- low viscosity such as soy sauce, fluid having a high viscosity such as
mayonnai se and ketchup, 20 and jelly-like material. In the second aspect

of the p 1 o) r-startin ttiQ be placed in the
m ddl e séi{u eq’%g{vﬁeen %eﬁ?{tﬁi}g %(g%tprgéelﬁéea %BBE ton < n?%%/ehecoéggﬁtae%eat

seal ed Qgéﬁi@ouma}d*l ~third aspect of the present invention, the at |east
one of 5 the first heat seal ed portion and the second heat seal ed portion

may have a wilgt e Wisthaypsdtess fth@rr)[a@é&xﬁf iR tRA 1d ARAT @igd de edge

portions toward the other thereof. Tn the fourth aspect of the present

I nvent i edges d thab qrlastie niainsitede Wilkhh hforayh @rissk dbddy daer Baseght aats he one
of the pair 09 NOV 2005 WO 02/ 092459 PCT/JP02104133 of opposite side edge
por t& onsoxntagirdithreacht arert foeforot the tubutas shaped bdadyespihkbghageang
recei'veﬁ fluid therein, the viscosity of the fluid depends on the kind

t her eof hegl sralgdenotlien iy placerd opf thehscambacegdhthodgg Wdxh Feeaaiss f1 ui d
having a.l ow vi.scosity such .as soy sauce therein, is relatively small, it
i's posspf)lcépﬂ%ﬁﬁo@}é%tﬁdsget ﬁerfflP{}ﬁdO%I 86t hag. bedly (e symmgtycalwaiht he

i n kagi ich. ' fluid havi a high viscosit
stch. ae Rt P Aeal 3% lbrting” chhFTe cpfl be I PoTBour out
the fl ui = . AN erabl 0 rm,._the
openi n;}%g\%ghtg Egﬁ‘f%?‘ggsre%?%ré’?’%?@o L{}\hgﬁétﬁégé Sgrgie)e(ﬁaé]%rfd St u 1&Smany _
Ki o] @@&@g% n ag@%% Vi if fser 0@%‘“ n i -' c dance |
Wi tqg}t hgrcont en sgai n t er%gagllgggitcﬁglte%asg ll?lneﬂ\?%eew ot t%}éé%%@\#elgbén?ﬁ%ned )
probl emapprrogriatd ehaepiid Propbely 62RtBOlerRfureHOduUst SdHRcH 08 Krtas oTe

conplicated, thus causing
' area of the heat sealed portion can be reduced in comparison with the

packaging bag having the four heat sealed portions, thus effectively
utilizing the material. When the plastic laminate film for forming the

15  packaging bag does not include any alumninum foil layer, it is possible to
reduce the cost of the packaging bag.

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

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

In the third aspect of the present invention, ther at least one of
25  the first heat sealed portion and the second heat sealed portion may have
a width, which varies from one of the pair of opposite side edge portions

toward the other thereof.

In the fourth aspect of the present invention, the

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

}




~‘unfavorabl e problens. 15 The packagi ng bag of the present inventi ol Sakgpw 2006
sol ves the above-nentioned problem so that the packagi ng bag having a
certai n witz@nozad shape can cope with requirenents for t'@%’r@?% ,?535 havi ng
the different viscosities and the opening size. Mre speci y, in the
present invention, the first and/or 20 second heat seal ed portion has a

wi dt h, wh .ad | v, decr eases. fromthe osite side edge portions
toward We&@%lﬁeagﬂ&%qﬁ%?ﬁ%%@&?ﬁ%o rt?"ﬁ’ée‘?ifrst and/ or second '
heat seal ed ponfigQn Ldhh whieh - gradual |y .decreases from the one of
the opposite side edge B‘glre\t%ons \ti\%‘(;%ﬁlglr%)t &r?%eéY%Sofffmasﬁ&eﬁeé’%ul ©

sel ect | orisedsitheriPeht | Oid ABRUHA" Bl fhi Ngidd " a ngy heat
seal ed porti oﬁshmay change tﬁ%%gi zeegf @l'tl%e&é%ier@%g&f rgﬁr{’%i@ﬁ%ghghgont ents

i s pour egpertingtdfettid pabkaingdadiwhitd RAIRSAR LIV BRYIANA IhheviseatHgt ar ting
portion may be provided on one of the pair of opposite side edge portions

so ab t oSuch @sdsaweavan theréingtiy relativdyvirdhh, ald pessibee #BXpEEMOoVRl ue. 5 0

- 9 NOV 2005 WD 02/092459 PCT/JP02/ 04133 According such a feature, the range

- aspect

of the tidwr fuidpmanthpor t@orihemorieare srieendhe dpeusngrod\whei paclargiabf ect
t hat the?gackﬁ ing bag can easily be torn open with fingers. In the sixth
Jpdt ety

hE ervehiiail heming adighadseesihasohtas kéidbmprilgessinpr i se an

piasti ¢ PaSERdy el S il i naer Stiybe Thademne hipeatngtaoh fng

ot ure Pt ChERER e, BF /By B ol Ravind e Briet Riakstot ar 1 ng

UhetPPneWmsroting aft b RRbRNLEORLRP k] bf Bt ol bl B RBs! he ba

‘can easidiffebent 0bBnORERIM D abbHRBISd With the contents in the packaging
.bag in view of the above-mentioned problem, production control and
control of products in stock become complicated, thus causing
unfavorable problems.

15 The packaging bag of the present invention also solves the
above-mentioned problem so that the packaging bag having a certain size
and shape can cope with requirements for the contents having the
different viscosities and the opening size.

More specifically, in the present invention, the first and [or

20  second heat sealed portion has a width, which gradually decreases from
the opposite side edge portions toward the central position between them,
or the first and/or second heat sealed portion has a width which
gradually decreases from the one of the opposite side edge portions to the
other thereof. As a result, selection: of the portion to be torn in the first

25 and/ or sezond heat sealed portion may change the size of the opening

from which the contents is poured.

In the fifth aspect of the present invention, the tear-starting

portion may be provided on one of the pair of opposite side edge portions

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




ensured, wi thout dripping. In the seventh aspect of the present inOdnygypr2005
the oriented plastic filmlayer may be coated at its inner side with a
pol yvi nyWwodene24s45 chloride filmlayer. According to the pigaipdi g9 the
sevent h aspect of the present invention, a good oxygen barrier property
-can be ensured. The oriented plastic filmlayer serving as the outer |ayer

dth - OF | I ' Ln | ' the |. I
pr ot ect RO A St AR i BE s of (P iFayerding Hegtis Ty b€
oroper ty o 5 oS PRy e O TR R B e O 1A SR R R

i nvent i adrntdperowigniifgesy.astic filmlayer may be coated at its inner side
with a vapor-deposited netallic l|ayer. 25 According to the feature of the

ei ghth aspect &h thieesigtlesepect bhVeatjresent divaition ©fe phasticanannderosi t ed
metal lic_ _|ayer for exanple fornmed of al um num oxide provide the excellent
‘oxygen- fim mexy sooperisy an enemtednplasticdiph dsydrcsdraing aseart olner depgemot :
include any alumnumfoil |ayer. The vapor-deposited netallic layer is

f or med é’élf{ RelPht e P SHTNOEDY (8y DS Oing 268nAgTIer Hogen 44348 theyer so

as to pgﬁevent damaga t.hereto, thus providing_ the excel]ent _oxygen-barrier

pr oper t YFSRESATiRE P HppgRayibs jormed antthe ofigriedaplestic Wim dagetr esent ]
i nvention, each of the firgst an second heat al ed or%i ns may have a )
flat edge. .5 r?cggallé’rgalt? Iﬁ"r‘?e Sg?ﬁﬁgﬁaﬁ%"eﬂ I%W@ﬁt‘ R ctg‘ﬁ"té’ﬁ? e often
pl aced @eﬂggﬂ’q%gt&%_gﬁﬁ&%g} o0 Eb{?ng&%gn gi i rr.g]?ﬁegfrit i &S 1R the
lt;pperI and I O\A;r edges EII;,I: HE gkagl fr;g Ieg %In I BEI'ISétI' kagi ng
agjol edayes tol proPigesS ih eglea ool . ed. 4
packagi ngybag. Fﬁoor der tlge preve%tﬁv‘leguc(:)hl % pr Obﬁ@%ﬁuﬁ?ﬁgﬁé@%ﬁl i vIaIII‘I?Ee ‘)
effect that the packaging bag can easily be torn open with fingers is

.ensured, without dripping.

In the seventh aspect of the present invention, the oriented
plastic film layer may be coated at its inner side with a polyvinylidene

15 chloride film layer.

According to the feature of the seventh aspect of the present
invention, a good oxygen barrier property can be ensured. The oriented
plastic film layer serving as the outer layer and the non-oriented plastic
resin layer serving as the inner layer protect the polyvinylidene chloride

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

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

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

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

B T R —




10 to increase the thickness of the plastic lamnate film Such rreﬁ_§m0?£2m5_
~cause the increased cost. According to the above-nentioned feature of the
-ni nth asweak/ofiss t he present invention, each of the fi rs%cﬁ‘ﬂgoﬁ(ﬁgﬁnd heat
seal ed portions has the flat edge without irregularities so as to prevent
“the other 15 packagi ng bag from bei ng danaged t hrough contact of the

. packagi n j t &0 S it is,.po0ssjble to, surel
Brevegt tg%gpa%);(ﬁ?aé[?ng bag Y Pgﬁﬁﬁagﬁtgf‘g‘{eh SPTESIH Gni%h?e‘?ﬁqeglr‘?éll%l y. Y

Bri ef Desgngeptbarrief pidiserby aw @gksﬂ%@ﬂog Msﬁﬁ}eoer spective view illustrating

a packagi ng bag of the 20 first embodi nent of the present invention; FIG
2 is a partial lpghspeicth\especewf dhe ies@ackasntbag dSof SOt Anf! G 1,
illustrating a tear-starting portion fornmed on a rear heat seal ed portion;
FIG 3 isscentbeat seadadipdrtistsanapdhevesa fl¢ edgewhi ch the upper 25 portion
of tpe packaging bag as shown in FIG 1 is torn open; FIG 4(a) is a cross
sectPonal vi ewldf 8g¢adstthe pagkaging bagm HHed whitbh coméepickagi oftehag i s
formed, gnd EI G 4£}b is a cross sectional view of the plastic |amnate

fi 1 m hai RGNS BEREZAethet ingmextsns FuenatioogaisocqiatitesXin the4133
FIG 5 i Lc descriptiye viewillustrating an apparatus_ for
nmanuf act%?l?enlz%?ﬁ:gﬁ% agt?(ig Sar‘i’i%n e PACEAREIG (Pag may gdperagse dhe vetharew

il lustratd | | IS . ] uded in t apparat us as .shown in FIG
5, to farse Bing g deatle b oot NI S Adk b Fof RRRF RS 7oestel dhew

O : . P f ot i ¢ ' filmin.
i 11 ust raihlenllga@l_c@ﬁ By ghi 6Me@&otﬁ%y?g$v§HcﬁuéﬁP8§fgrﬁ, t %‘t (énod-llc?e&t[an?lgr mi ng

longitudinal direction; FIG 8 is a I'Ng

¢ HelShedn nfcrbhee thleattiitknbagionate biddhc WiheaRafnhee R midhdhes
| ongi tudi nal direction,. '
_ cause the increased cost.

According to the above-mentioned feature of the ninth aspect of
the present invention, each of the first and second heat sealed portions
has the flat edge without irregularities so as to prevent the other

15 packaging bag from being damagéd through contact of the packaging
bags with each other. As a result, it is possible to surely prévent the

packaging bag from being pierced or torn unintentionalily.

Brief Description of the Drawings

FIG. 1 is a perspective view illustrating a packaging bag of the
- 20  first embodiment of the present invention;

FIG. 2 is a partial perspective view of the packaging bag as
shown in FIG. 1, illustrating a tear-starting portion formed on a rear heat
sealed portion;

FIG. 3 is a front view illustrating a state in which the upper -

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

view of the plastic laminate film having fine concavities;




- heat-sealing the tubular body in the longitudinal direction and the

10 into a tubular body; FIG 9 is a viewillustrating a step for 09 Noy 2006

per pendkeg bagergHor ection thereto in accordance with the siggpffssidie
packagi ng bag to be manufactured; FIG 10 is a view illustrating a step for
cutting the tubular body, 15 which has been subjected to the heat-sealing

step, into a | f.jointed- bag, bodies; FIG . 11 is._an enlarged view of a
portion "A" | reﬁléﬁg ]fJO?fL q@&x&mq_tzcl SErIpHEG YieW dustiating a1 apparaiasi ng a

zi gzag ade ﬁﬁg .cut.. shape,.of the paiy of jointed bag bodies; 20 FIG 13
is a frgént Vi ew |fk|1us rtg‘t%iiﬂgspﬁémﬁ’é]&ﬁ egﬁhﬂ’ bag of the first enbodinent of
the present inggati®n in i : LZ€ .0peni - DI oyi tearing
t he bag can be sel ec'?lesd;a_ %&ﬁ%ﬂ\fkg ‘gé ré%{lsglgg%%i I%I &%V%%t’i ﬁ%ﬂgﬂeq%ackagi ng -

bag- of iheudeechnahedyetraent Lf shSSnPHEFEA! I, NYeRhP Phe Zeaf sEartingl S a

front viewillustrating the packaging bag of the third enbodi ment~of the
present pontientoroa; PET@Ind6 is a perspective viewillustrating the ‘
conventional three-side sealed bag; FIG 17 is a perspective view

il lustrating al&hériscomesniilustadtifg @ SiEyp ROGIItMAL02OPREER IBGTNBRE2/ 04133

t hree-si de seal ed bag having the specific shape of the heat-seal ed portion
to for midmsBbthe fen madngrq:qt'@n;ls is a perspective viewillustrating the

conventi onal lf‘,&jgdr)-slde’s_eal ed bag. 5 Best Mbde for Carrying Qut the
I nventi on Now, Saisrenvievoillastsadrg gt idep dgr deraveg Fheseheet al dhei on

\émr lalm 23 gﬂgssﬁcr: ilglenqnia e ! G}i Tlfthcell %Vavtsv%égn .rc(ﬂte{ne e 1t_o%gt1tﬁ%iﬁgf %Tpe%ri%r?,g
10  into a tubular body; i)
FIG. 9 is a view illustrating a step for heat-sealing the tubular
body in the longitudinal direction and the perpendicular direction thereto
in accordance with the size of the packaging bag to be manufactured;
FIG. 10 is a view illustrating a step for cutting the tubular body,

15 which has been subjected to the heat-sealing step, into a pair of jointed

bag bodies;
FIG. 11 is an enlarged view of a portion "A" in FIG. 10;
FIG. 12 is a view illustrating a cutter having a zigzag blade and a
cut shape of the pair of jointed bag bodies;

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

FIG. 14 is a front view illustrating the packaging bag of the
second embodiment of the present invention;
25 FIG. 15 is a front view illustrating the packaging bag of the third
embodiment of the present invention;
FIG. 16 is a perspective view illustrating the conventional

three-side sealed bag;

FIG. 17 is a perspective view illustrating a_nother'conventional




FIG 1 shows a packaging bag 1 of the first enbodi nent of the 10 p@&sxgy 2005
i hvention. The packaging bag 1 is obtained by (i) bringing the pair.of
~opposi t ewsi@dperdges of a single sheet of plastic | am nat ?Cfr}gkﬂdﬂiso :
contact with each other by a prescribed width, (ii) heat-se ||L|g hese si de
edges together over their entirety to forma tubul ar shaped body having a

heat segl ed pgﬁti on 4, (iii), collapsing the tubul ar shaped body into a 15

" flatten SREPSLHSES %&éaﬁmﬁmﬁ spaeldicshape ehthe heat-3eslpsopdrigomhe front
face 3, i f posi.t e side edge portions connecting the front face and
t he reart%ffg)g%{?gspgggﬁo RBr ,an%he first opened portion and the second

opened portion oskng.the_f.i ened poftion,. an i v) heat-sealing
the first and gzggnggogsénpédpggérﬁécgﬁ}s% BﬁeWo?‘ﬁﬂl?ﬁ'@hﬁgr giljgaﬁ‘gﬁ’ngge%’ﬁ’ﬂlqaeat 20
seal ed gentifns Séaﬁgaﬁbgg_ respectively. The above-nentioned heat seal ed
portion 4, which is placed in the center of on the rear face 2 so as to
stand outward and extend in the |longitudinal direction of the packagi ng

. bag 3 i BédwrModaffoe Carefiapr@dt the davétEonr ear heat seal ed portion". Each of
“the first heat sealed portion 5 and the second heat 25 seal ed portion of

t he packaging bag 1 is provided with the flat edge, which has neither

zi gzag cut edg&aver embodimients wif e peakaghogwbaignoftke presefibénpackegi ng bags
1 filled wth the contents are often kept in a container such. as a carton
S0 as taw@fetba Qeéeﬂgﬁé Hhsletai dbelem tigh ereferddanOMR 005 WOCORRARARE

- PCT/ JPQ2{.04133 In such a case, the flat edge of the first and second heat
sealed p R 5, 6 of the packaging bag 1 prevents damage to the other

R G R R AR
cur Tce Taor oy e TR A I o b PR OB P he Upper
asi 1y Ba forn Trom (he aar A e o e T At ARt on 7
when contact with each other by a prescribed width, (i) heat-sealing these side
edges together over their entirety to form a tubular shaped body having a
heat sealed portion 4, (iii) collapsing the tubular shaped body into a
15 flatten shaped body having a front face 3, a rear face 2 opposing the front
face 3, a pair of opposite side edge portions connecting the front face and

the rear face to each other, the first opened portion and the second

opened portion opposing the first opened portion, and (iv) heat-sealing

L

the first and second opened portions to form the first and second heat
' 2.0‘ sealed portions 5 and 6, respectively. The above~fnentioned heat sealed
portion 4, which is placed in the center of on the rear face 2 so as to
stand outward and extend in the longitudinal direction of the packaging

bag 1 is hereinafter referred to as the "rear heat sealed portion". |
 Each of the first heat sealed portion 5 and the second heat
25 Seaied portion of the packaging bag 1 is provided with the flat edge,
which has neither zigzag cut edge nor irregularities, as shown in FIG. 1.
The packaging bags 1 filled with the contents are often kept in a

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




openi-ng the packaging bag 1. As shown in FIG 2, the rear heat seaﬂéduo\l(m'
portion 4 is provided-in the vicinity of the first heat sealed portion 5

W th t hggepbhphrisoough surface portion 8. The rough surfacg-paftien:8 is
formed on.the root end side of the rear heat seal ed portclf\coﬁﬁi?wggﬁgés to

extend to the prescribed portion of the rear face 2. The rough surface

portion_8 ﬁr vents the tearing operation from being stopped by the rear 15
heat sedt & Cg'o?tqa@ﬁ’ khe ﬂ@é(ﬁ%‘?r@? the Hrg auad giecendiiicat srnted gpmbions  f or med
on the 8p

' f f t heat | ti 4 tpt h
surface pg(r)?sfit i 53‘21@%&%35% a%s temrﬁ%arétﬁr -%Pﬁ%gi%ﬂ?}g'ﬁcpﬂ%ielé%%dliﬁs&%ggﬁ' rgﬂgf ace
ti 7 ' f ' | I t f f. it
bn the pl asti sl SEpRtk pls i Bl Ba et St i e 6 R e

The packagiingdbag the CARIHRS Ek%ﬁﬁ@efﬁs‘%rﬂe&pgga@ﬁ %8?1&615‘95 Q%i%‘lllgﬁfrﬁdo?i‘gh

surface portion 7 serving-a e tear-starting portion, € © opposi ng

por 5 onsusfacthfortRa 7fRefing Athd hauls@Mtinkas@tdn. (1Thd réhigh Ratacdeat
seal ed portion 4 having the rough surface portion 8 and (iv) the other

opposi npopioh i Dis fofmeddnr @alerftackiciitand thbachriont of 8eeuppesasorfida 3) 25
in this order. The packaging bag 1 nmay be torn open by tearing first the

rough sof theepadtagiog I8ag dr sedthory theeuppar prdiors datedf pent eapilt.bén  this
~case, the rough surface portion 8 serves as the tear-starting portion. The
fine cob¥ayilfems the tean starting nodaiief sthef soughosunfass porten gr &hén ustrat ed

in FIGS. 1 and 2 in an exaggerated state in order to 0 9 NOV 2005 WD
02/ 092458°BE¥ }éézii $ tagé %W%ﬁﬁ@&-a%d%.re%ma@ts,eag%h r ough

2o pBPGD 3PS Brofeedi, BIOBRIL e A el Sl B B SLE°, 20,22
ahove, defi bl sBOpat Ry BURRPEL S 6E AL G0 e
the ot hesrribdeoRdaR rddteEs@fsilie doB ther 1Rak feddd SRAtBS ROLL ANt
However, - the upper surface of the side edge of the 'plastic lamnate film
may be lextarghttol the prescribed portion of the rear face 2. The rough surface
portion 8 prevents the tearing operation from being stopped by the rear
15  heat sealed portion 4. Accordingly, the rough surface portion 8 is
formed on the opposite surface of the rear heat sealed portion 4 to the
rbugh surface portion 7 serving as the tear-starting portion. The rough
surface portions 7 and 8 are provided by forming a plurality of fine |
concavities on the plastic laminate film of which the packagiﬁg bag 1 is
20 formed. The packaging bag 1 can easily be torn open by tearing (i) the
| rough surface portion 7 serving as the tear-starting portion, (ii) the
opposing portions of the rear face 2 and the front face 3, (iii) the rear
- heat sealed portion 4 having the rough surface portion 8 and (iv) the
other opposing portions of the rear face 2 and the front face 3 (see FIG. 3)
25 in this order. The packaging bag 1 may be torn open by tearing first the
rough surface portion 8 formed on the rear heat sealed portion 4 In
this case, the rough surface portion 8 serves as the tear-starting portion.

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

are illustrated in FIGS. 1 and 2 in an exaggerated state in order to
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contact with the | ower surface of the other side edge thereof to f®Brngwhems
"rear heat sealed portion 4. 10 The plastic lamnate filmof which the
packagi ngolmamosisé s fornmed is obtained by placing a pl ur@b’bglyoimugl astic
films one upon another. What is received in the packaging bag I is for
~exanple liquid having a |ow viscosity such as soy sauce or |iquid having
ket chup, soybean

fluidi B aﬁ_ﬁ a rﬁjlgh such, a ordhnﬁ.ry sauce, nmyonnai se,

paste ang“tHe&*othe %S NZnh e HagheS@el imoygno syefasi rpEOR Sy > &ygen in
h ir. ' f . I h kagi 1h
oxygen. e ebstant B BRI EHER s Dbre D et i P AREoRARR ng bag
i ncl udessxper@dugLRY e r ripbed,later ., it .is possihle,to nake
the packaging b gfﬁrgéﬁagpg{r”?r?t% E%élgggtﬁ ‘ngmlt gﬁv%%aa}borv&%%sncirﬁ%% of the

20 st at embotilie8 NN LBpeF! i ' ucture
of the plastic lam nat £Pe, |S%r§%c.(@)2\f%%$ %%Ff?ﬁéﬁ%ﬁ%ﬁ%?%%ﬁ%‘ﬁ%f’éﬁé) film

| ayeb 1ZXilmsés birogght intoecdigtact kaftethefugde shdste of kadioméesidd gguhich is
pl aced on ‘the outer side of the packaging bag 1, is conbi ned vvit% a PE 25

(pol yet Hpceeed) toifomm dlier reds, heht ealal phatith oh t Hewevee! thei dppther eof
through adhesive 14. The PET filmlayer 11 serving as the outer layer is
- provi decswhase of thaside gdgaof thetplastipVamitpte filimylaydba drobighitiined
coating |ayer, 12 to, inpart the oxygen-barrier property to the plastic

| ami natrecqi?ltla‘ﬁ? ¥gth %h@qgvet%ﬁﬂq%@tg the etharside pdgs ithexeobrioifost Bher -0 9
NOV 2005 02/,092459 PCTI JP02/ 04133 surface with a printing | ayer 13 on
whi ch Chrg\é\gé}e&tssegﬁ%ﬂgpg Mfns for the packaging bag 1 appears. The

fdhesi 14 ' . ' | 11 with the, PE fil | 15
forgeve 1o comruan e R il Lavir dl i e T et 15
orient edisf bhiihav By ﬁlgtcﬂ‘lﬁ kD8R8 QAity! Hf PlaStid Kldngednk Oupon another.

What is received in the packaging bag 1 is for example liquid having a

low viscosity such as soy sauce or liquid having fluidity and a high such"
as ordinary sauce, mayonnaise, ketchup, soybean paste and the other
15 sauce, which are easily to be oxidized by oxygen in the air. It is
therefore preferable that the packaging bag 1 has a good oxygen-barrier
property and moistureproof property.‘ If the packaging bag includes no
aluminum foil layer as described later, it is possible to make the
- packaging bag transparent so as to permif a visual recognition of the
- 20  state of the contents. |

FIG. 4(a) shows an example of a layer structure of the plastic

~laminate film 10. A PET (polyethylene terephthalate) film layer 11
serving as the base layer of the plastic laminate film, which is placed on

the outer side of the packaging bag 1, is combined with a PE

- 25 (polyethylene) film layer 15, which is placed on the innerside thereof,
through adhesive 14. The PET film layer 11 serving as the outer layer is
provided on its inner surface with a PVDC (polyvinylidene chloride)

coating layer 12 to impart the oxygen-barrier property to the plastic
laminate film 10. The PVDC coating layer 12 is provided on its inner




formthe PET filmlayer 11 serving as the outer layer. The PET fi |88l po\e2005
11 is coated on its inner side with the PVDC filmlayer having 'a thickness
~of abouty@oimez4sbhe PE filmhaving a thickness of 70 gmigscHiddhladd to form
the PE filmlayer 15 serving as the inner layer. A dry-lamnate 10 adhesive
or a solventless adhesive is- used as the adhesive 14 for connecting the

outer and 'nner-.dha ers..In FIG_ 4(a), the PET filmlayer 11 is provided on

the i nnBFTECESR; 4 Rrifingiaser dohenighicky eharacters gadomatienrsfacthe ayer may

b bst i d the above- ti d .PV ting. | id

15 oxcoPRERtERl A, oRBRRty Tt AAp D RO s dye PO ffhed by
d ity t ' PET L i 1. h
AL3205 Shrsl 3y tee s f6R Rk O Eeiars' b ¥Cing ol BeBIRL e °°

pl asti canbiaHdPESI [49dapg.,ng the rough surface portion 7 serving as the

20 tear-starting portion. The rough surface portion 7 is forned by pressing

the ut er surfaddarfaltditeditadilhe Haviig aMiibkacsa g PEPan A8 tie 0L 89 prior =
to the lam nation process. The fine concavities 17 are forned in'the

| ayers biondheREPHlf layet dyleser¥ing asahenstiter dayeaciad PRIa{ImtlagePE film

| ayer 15. 25 FIG 5 illustrates an apparatus 20 for formng the plastic s
| ami nat & Ifis| epaged i B8 inher pabskwiinthe By DT fdtelayee denving m/erickaorsss -
f or med. 8;l'h plastic lamnate filmform ng apparatus 20 is conposed of a '

printin We3 2um. 5 Theubl Gl thadngor i ok 795pamds artilizgachaei on
DNV 157 B85 AT ST b2 vina AL thel BIet 1atse- beh coy wainate
Fort® g SBERAEDy o, Marvarf s NS oo 235, R RhenofResBnod Horur fack
50b to beﬁn%ﬁ%%e@#e?ﬁeg%&ﬁ%ﬂﬁg erd @M nation device 29 conbines the

strip--shaped t he
In FIG. 4(a), the PET film layer 11 is provided on the inner side

with the PVDC coating layer 12. A vapor deposited layer may be
subsﬁmted for the above-mentioned PVDC coating layer 12 to provide an
15  excellent barrier property. Such a vapor deposited layer is formed by
depositing the inner surface of the PET film layer 11 with metal such as
A0z and Si0s.
FIG. 4(b) is an enlarged cross-sectional view of the plastic
laminate ﬁlm having the rough surface portion 7 serving as the
20 tear-starting portion. The rough surface portion 7 is formed by pressing
the outer surface of the plastic films with a sandpaper #80 to #180 prior
to the lamination process. The fine concavities 17 are formed in the
layers above the PE film layer 15 so as not to reach at least the PE film
layer 15.

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

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




- 5 strip-shaped PE film51 serving as the inner layer into the |am 08t gy 2005
film The printing step, the rough surface form ng step and the | am nation
..step areg heds to the strip-shaped PET film 50, while traveling the PET
film SSW?%EJ'P%%Q% ongi tudi nal direction. The-printing st egC{f@P?Wg{S applied
to the single surface 50a of the 10 strip-shaped PET film 50, which has
been fed fromthe left hand side in FIG 5, utilizing the printing device
21, As SmRgkuptiriags 230 wdriheostripahageds PATefibni 50 edtroimg he idienpheesur f ace
50a of the PET film50Q. AS_the printing device 21, there is used a gravure
printi néaﬁgjili cChf M Purfage feming Haice 24y évmmpetheesaughl suefaceol | er

24, whi I, S| dinto, 15 i nk ived. i tank 22, d bl anket
Foiton Sbrid BEHEE onhidie 2urthed B0B YGainel pRmsed sndacac e CRRfy out
th i i Ln-sh PET, fi | 50 .hayj th f t
wy oh | DpbfiaHeEPAeIE b7 LALBIARe dpe T Mapla B i Ro CBG tha vt ny
~devi f i - i 5. i hei ided b
sy ietp-Shhped T o] REGpI AT K ivdniiibedaRhade HLTSE DY
conposedited printihBestepo!ther rcaﬁghv&éuﬁ' Bod _%Pﬁﬁ@%%éeg gﬂﬁ ?e[mﬁjlggoﬁnd a
2 e n the ower Si

rough surface formng roller which is pla € SO0 as

to cone Staparecappictd Wb tthetshﬁpr—s}bbﬁéd FET €260, Wikl gegaliaghacerTf or m ng
roller 27 is provided on its peripheral surface with three pieces of
sandpapdilm &Ohiatheylenginetinahdideatioshape. The three pieces of sandpaper 28
are placed in trhe | ongj tudinal direction of the rough surface formng
roller 27 at pré@c?ﬁlﬁ'g‘dlgi plicer ipafisst gpplied rtophehsipgte PETakce| F0H0f dheveyed to

For 10 et eha5%d SI5F R’ o5 ehcorodmeniisa ow SkedrG41end Ridmitne. | oner
omes | S e dnt SEEERd (B BRBE NI o ( acks ot "ERUIC I GRRCARS a0
form ng phé@is 2fe Pttt Bhp&%§ﬁ§gieparfyzé B0 o% %h@%]gf’dﬁlm 50. AS

the printing device 21, there is used a gravure printing device in which

the PET film 50 travels between a lower roller 24, which is immersed into
15  ink received in a tank 22, and a blanket roller 23, which is placed above

the lower roller 24 so as to carry out the printing step.

The strip-shaped PET film 50 having the one surface to which
the printing steps has been applied, is conveyed through a drying device
30 to the rough surface forming device 25, while being guided by means

p——

20 of guide rollers 31, 32. The rough surface forming device 25 is
composed of a rubber roller 26, which is placed on the upper side and a
rough surface forming roller 27, which is placed on the lower side so as
to come into contact with the rubber roller 26. The rough surface
forming roller 27 is provided on its peripheral surface with three pieces of

25 sandpaper 28 having a. rectangular shape. The three pieces of
sa_ndpaper 28 are placed in the longitudinal direction of the rough
surface forming roller 27 at prescribed intervals.

The strip-shaped PET film 50 conveyed to the rough surface

forming device 25 is wound around the rough surface forming roller 27




al ong the peripheral surface of the rough surface formng roIIer-209i|m\tlm
counterclockwi se direction in FIG 5 aid then held between the rough

surfaceyW@pifddager ol | er 27 and the rubber roller 26. V%enpé.ggmgzﬁﬂ% surface
' provid

formng roller 27 rotates so that the pieces of sandpaper

ed on

the roller 27- reach the uppernost position, the strip-shaped PET film 50

is held_between the pieces of sandpaper 28 and the 10 periphery of the

rubber fommetheodowsTt gidm thrrepbih that f e gpmositensusiace; FODs ipf Hae 50b. As

a result
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car bi de, enmery powder or sand other than nolten 20 al um num A nenber for

f or m ng stlffageo @Bl ralier PAT i@ theé Adbber rHlléeR@N| WHen tthe pbegR of

Sandpaper

boron "

sandpaper, but may be a netallic plate having .a plurality of projections,
whi ch- i surtadee fatrhaghadllen 2 haopatdspber tdhat thef pizeesfof bantipaglersBBf ace

formng roller 27. After the rough surface portions are forned on the

- sur f ace PBOBidsd onZhehrlier 13 redelpsie PEDdrmiestsPosition, ftherstsp-sbapedveyed to

the | am_nat
32. TheFih

Iu&] device 29, while being guided by neans of gui de rollers 31,
18 orPeyedheld ihetwiespe dbpEPIGGesmof 0SandpaRee 28t ands the nt ed

surface 503 on t strip-shaped filmb51 conveyed through a different .-~
- ot o Pl B ghbPer TRHet ey s i o PURFnSHUARE TRTEBED KBy zans WO
02/ 092458 PIABOYRY h33 MRuB i IAR Pl B bofb AT AR R rhlddoR? thus

f-or nmed

the surface 50b of the strip-shaped PET film 50 in the prescribed lateral

positions so as to be placed at prescribed intervals in the longitudinal .

. direction of the fiim 50.

15

20

25

It is preferable to use as the piece of sandpaper attached on the

rough surface forming roller a piece of Séndpaper #100 to #120 in which

molten aluminum is dispersed. There may be used another piece of

sandpaper with fine projections of dispersed material such as silicon
carbide, boron carbide, emery powder or sand other than molten
aluminum. A member for forming the rough surface portion is not

limited only to the piece of sandpaper, but may be a metallic plate having

a plurality of projections, which is to be attached on the peripheral

surface of the rough surface forming roller 27.

After the rough surface portions are formed on the surface 50b of
the strip-shaped PET film 50, the film 50 is conveyed to the lamination
device 29, while being gﬁidéd by means of guide rollers 31, 32. The
thus conveyed strip-shaped PET film 50 is placed at its printed surface
50a on the strip-shaped PE film 51 conveyed through a different rout to
form the single strip-shaped plastic laminate film.




subjected to a slitting step to be cut into three cut strips' 53 hagigngoy s
sane width in the lateral direction of the strip-shaped plastic | amnate
filmb52a8shoygin FIG 7. The slitting step is carried. out:-so as to 5
mai nt ai nﬁgﬂg}raesbri bed di stance "L" between the rough sur P&L&*EEH{Pon 7
formed on the strip-shaped lamnate film52 and the respective side edge
54a of the cut strips 53 of the plastic lamnate film The position of the
cut strip 53, Watckiip-sheped rpkastice lsindeattigblrB4&Dythue foresed i ked

di stance "L" carrespo_nd,s to the side edge portion of the packaging bag to
10 be maMMSEEdrya stHEngustest fa pegartomtpHdrpe 431t stripmbRabhaving the s
rounded so t hat, the r, surface of ope of the opposite side edges '
t her eof “¢8He W ]@oﬁggiﬁt ﬁlrteﬁgoﬁpﬁg the §tyipeshaped plagiindaminaieof as

h i i _sealed in.th

oo Lamd B2 s IS8R FOHES 7 Pobhe SRR SR Mg Us s 1 the 15
|' t i i 4 n i
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heat - segbigdsdre Phe MtApCeHAPcRIRHInAE H1AE 50! AhY AR Heggé!c@@e Lud eagathe

| at eral heat seal ed portions 6so that the pressing rce. 1s appfied

verti cald4a bb thaeututiparSPedthatplasas dahdigdte fillnl NTeVpbSitioh bhehe '
| ongi tudi nal direction thereof. The lateral heat seale portions 6, which
are pl aced -strip He3,r edyeetis vewhy rinaurd the sditie csdper S4at by ethe peesdighedugh
surfacecﬁortion"s 7 in the traveling direction of the cut strip 53, are

per penditatance d-"temrespanduth tae shtaedge giostioposft ihenpackdagieg bagtal heat
f‘?ai@d ortions _6 for tgre@second heat sealed 25 portions, i.e., the
ot tBm M rrapRREUsEH: | Ut EripaOBa g nthd dgjastic Thaminatet fikg dsep i s

mai nt.aji.n t he rescri bed di stance

8 Bt | ol
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0. 2/ 092483 e Tid PRPG043 33 These contact portions are heat-sealed in the

longitudinal direction to form the elongated tubular body 60 having the
15 longitudinal heat sealed portion 4, which extends outwardly along the
diametrical direction of the thus formed tubular body 60.

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

20 intervals in the longitudinal direction thereof. The lateral heat sealed
portions 6, which are placed 1n the respective forward pdsitions relative
‘to the rough surface portions 7 in the traveling direction of the cut stﬁp
53, are perpendicular to the longitudinal heat sealed portion 4.
The lateral heat sealed portions 6 form the second heat sealed
25 portions, i.e., the bottom heaf sealed portibns of the packaging bags.
The s_litting step is carried out as mentioned above, so as to maintain the
prescribed distance "L" between the rough surface portion 7 formed on
the strip-shaped laminate film 52 and the respective side edge 54a of the

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



- portions 7 are to be placed on the side edge portions of the packa8iSnggy 2006
- bags to be manufactured, respectively. After conpletion of the heat-sealing
step, t «af body 60 is- cut sequentially in a diregtign.parallel to

t he Iatg&a‘}ﬁtﬁgﬁi’? seal ed portion 6 51 in the respectiveeﬁfé@ézﬁgﬁs\%en t he

rough surface portion 7 and the |lateral heat seal ed portion 6, which
corresponds to-the bottom heat sealed portion of the packaging bag to be
manuf acPoFieens s ashdanbs plecel o the Mide etz pogoes | drided parkagsie t he
portion "A" in FIG 10, illustrating, the portion as cut. The cutting step
i s carr PRES 6Ae HaRPaGEedyEeEGYEND away fromthe rear end of the

I | h | ed L. I |l di Cvan D

the | ateral hodtsCaPRIEgh ol dRech e oA HeE Rt e LI DB 60 % 1T the
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sealsed ROriHOResIGR Hetween ! eﬁghg eswfa%gﬁgtafﬁ@% P&ﬁ!ﬂagwg bag

with'the contents, thus providing a ctive pro n view of the
above- neptiginedat agdaled zﬁéﬁidﬁ HRQehiehSbbiespoRdls! @ Qe HiRtgiRSBeRH ng
timng of the cutter and the traveling speed of the tubular body, so as to

pr event stdleddedeivr vbilps pdukhgirdy bag tddengarnutasiod, ed sROvitia EiGter 65
used to cut the tubular body 60 has a linear cutting edge. Use of such a

cutter @8.h&Cnd It searh iemdargeat viemgobtiye poationg@dindalG.hED f lllststeaigeg of t he
cut portion without irreqularities. Accordingly, each of the first and

second He@tPoyéwreds sl | dine entling stppdr asitrpdbayt iasa tace, whields wi t hout
arkihed SFHbAGHTC St IO POfnG! iR WAGAY Bk ST GORAc ferDY &R (he |
Fra 1obeendy Tolnshm® bolrareSh by 1a8-5t he0 Poskd ol 2R ed on
7 oSk IR A8 BT RSB LRI 9 aPELD |11
corresponding to the lateral heat sealed portion 6, the packaging bag has

on the upper side thereof the heat sealed portion, which makes it

15 impossible to'charge the packaging bag with the contents, thus providing

a defective product. In view of the above-mentioned fact, there is made

a strict control of the descending timing of the cutter and the traveling

speed of the tubular body, so as to prevent the defective products from
being manufactured. |

20 The cutter 65 used to cut the tubular body 60 has a linear

cutting edge. Use of such a cutter 65 "having the liner cutting edge can

provide the flat edge of the cut portion without irregularities.

Accordingly, each of the first and second heat sealed portions of the

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

25  other peckaging bag from being damaged through contact of the

packaging bags with each other. On the confrary, it a cutter 66 having

the zigzag cutting edge 67 as shown in FIG. 12 is used to cut the tubular

body 60, the zigzag shape is formed on the front cut edge SA and the rear

cut edge 0OA, tl:ms causing possibility of damaging the other packaging




WO 02/ 092459 PCTI JP02/ 04133 bag. This may lead to formation of a h® 9ex gy 2005
" the packaging bag to be opened unintentionally. It is possible to surely"

prevent the_ packaging bag from being pierced or torn unintentionally by
provi di n&gaﬁ'ﬁ@%ﬁ@gt edges on the first and second heat sBal/&f2§dt®ion. 5
. After conpletion of the cutting step, the packaging bags 61 with an opened -
upper end -are obtained. Such packaging bags 61 are filled wth liquid such

as soy Swgse Briskeayhlepdatd fsmativheolippesicendshofpddigcinadagisdbdags 61
are heat -seal ed, .thus manufacturing the packaging bags filled with the

cont ent SPERGIhEviRETSoElli r 15 iidepeugelepar suvely phever(t’ hd pactuagmgur f ace
portion se{{vi ng as the tear-starting portion. Wen the upper portion of
t he paci]é?& b AEME PETERA 9T dpER Uninfkentioralls dyqasrovidiger the Aatedges r ough

surface portign 7 servin s the . tear-startin ortion, which is provided
on the sol%dféﬁeeﬁﬁ‘?ét %&FFB?&%%W@G%EQQ‘% baggll,o as shown in FIG Io3, t he
| i quizd such as . 15 ceived therein can be poured. The nethod for
maﬁu?acturi ng ﬁﬁ@&?& gltlr(-i’%g;l %é\éle 5}1@“16%&3‘?% Pah 9%&& LF‘%i%“ﬁlﬂ’e bag
nmanuf ac bRg: T, -adisn S he prese i nvention na
be rranu}dg{:tb tﬂj’rgggap%ﬁg%ggflga%%eeg’m%gg'gnsgﬁloga?%aém%ﬁagﬁeg %Ea@%ré bagsy
- are manubighthqed swH he soesmetor ReldtbS dnW b4 BSe e%}xfd&?ﬁg‘??on an

automatic filling system In the above-descri bed enbodi ough

sur f ace pokeighngs teassve hgars hehe schRal, - Shy h&élguﬁ%ﬁﬁ%% e ;{%c@été'#ﬂ?% on both-
Ion o e

of the side edge portion and the rear -heat seal ed po ackagi ng

‘bag. Théagsuliiied withdhe guicnds aray Haeimg ovi tedr aidy cdizet hertidisle tieege

%pari on of the packaging 25 bag, or only on-the rear heat seal ed portion
‘Hel'®of TOPgh: Hirfass pariens serdpgrdst tdsovetartihg (REtfod.m | ayer is utilized
to formthe inpger layer. An EVA (ethylene-vinyl acetate) copolymer filmor
an L-LDPE film e YRRy pasticom. af he prekseive bapli deroper avitlance with

an extrygkofige of fingers from the rough surface portion 7 serving as the
tear-starting portion, which is provided on the side edge portion of the
packaging bag 1, as shown in FIG. 3, the liquid such as say sauce
15 received therein can be poured.

The method for manufacturing the packaging bags are described
above utilizing the bag manufacturing apparatus. The packaging bags
of the present invention may be manufactured in acc'ordance with a
= method in which the packaging bags are manufactured, while they are
‘ 20 1flled with the contents based on an automatic filling system. In the
above-described embodiment, the rough surface portions serving as the
tear-starting portion are provided on both of the side edge portion and
the rear heat sealed portion of the packaging bag. The rough surface
portion may be provided only on the side edge portion of the packaging

25 Dbag, or only on the rear heat sealed portion thereof. In the embodiment .
- described above, the PE film layer is utilized to form the inner layer. An
EVA (ethylene-vinyl acetate) copolymer film or an L-LDPE film may be

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

lamination method.
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wi Il be given bel ow of the packaging bag in which the first heat sealed

porti onyhpd@24dt h, which varies fromone of the pair p‘f“i‘/.?ﬂﬂﬁ?s%e si de

edge portions toward the other thereof. FIG 13 shows an éexanp f the

" packagi ng bag 100 in which the inner edge of the first heat seal ed portion
104, which defines.the  receiving space for the contents, extends linearly

and obli quel y ¥@¥atdaasringion ryll g’ﬁggﬁf@@i bglow ofethe opackamingabkggimg bag

100 2 SRR MRS s i) Liculh oL back 0L a0 Lhe rea foce having
ol ast coramear BRI it edes paliSur tnveri BRSERCEHREEE of e ot her
R e R T e
Fubul ar Body L8 1ot OFm IS Uepbr ana BoLkCHeat Searad pOrti oRs Y e the

first anstedeingrsbadechir $RabRtcnos 86 s Jiﬁfearijpandr@bggfww%h ivel g | over

heat seal ed portion (i.e., the second heat sedled p 1 oh) 103 for

‘her net i the Ryngitodima] directioner Thpepatkaping ity 160 &s shorat antrie.dtd. The
upper heat seal ed portion (i.e., the first heat sealed 20 portion) 104 for

her et i BaB| the feihfpend Qlpperd ¢henewhrptads bavires the véadt heatledad es
‘graduall% and {&Eear y fromaone of the opposite side edge portions of the

bag bod¥fioR, 102heTher packaging bag | 100 is mappfacmned by Heringing théer eof

(i .48, the right-hand side_.in FIG 13). As a result, the  packaging bag 100.
i's 13% ov#&@&rvﬁf‘ﬁaﬁ%éﬂr%‘ew ithG eprewts side rdgesnektie plastip dormigage I

S do | niRrGIns et BRI bl Slied ot e Beher gt 488 on it
| ef t - hapdapdaaiinh ithehh ¢y Q%@s&'{ﬁé&‘%d@ﬁ il 2Rt 8% %ﬁf)ﬁié}gbody having
the rear heat sealed portion 102, and heat-sealing the upper and lower
portions (i.e., the first and second opened portions) of the tubular body to
15 form the upper and lower heat sealed portions (i.c., the first and second

heat sealed portions) 104, 103, respectively.

The lower heat sealed portion (i.e., the second heat sealed
portion) 103 for hermetiéally closing the lower opened portion has a
constant width. The upper heat sealed portion (i.e., the first heat sealed
20 portidn) 104 for hermetically closing the upper opened portion has a
width, decreases gradually and linearly from one of the opposite side
edge portions of the bag body (i.e., the left-hand side in FIG. 13) toward
the other thereof (i.e., the right-hand side in FIG. 13). As a result, the
packaging bag 100 is provided with the receiving space for the contents,
25 Thaving a triangular shape, the top edge of which is placed on the right
and upper side in FIG. 13. Such an upper he_ét sealed portion 104 is
‘provided on its left-hand edge with the rough surface portion 105 serving
és the tear-starting portion. The length “B” of the rough surface portion
105 is slightly longer than the maximum width “A” of the upper heat




as the tear-starting portion. The length "B" of the rough surface f& ygor2005
105 is slightly longer than the maxi numw dth "A" of the upper heat’
09NOV200H oWB02:092459 PCT/ JP02/ 04133 seal ed portion 104 the-| eft-hand
wsidet h&?go /09%1/3'9t he packagi ng bag 100-havi ng t-he~heatrrsggl?ﬂgg%%ﬂ—ﬁon 104--
for hremtically closing the upper portion and the rough surface portion
105, the opening operation in an arbitrary position on the rough surface 5
por ti on SEgdedPeviiaasl Gt onpdisi lef-havd ide Heerdeki red size, which can be
varied in acco d%ﬁce wiith a uyser's preference. Mire specifically, when the

packagi ng bag 19 esp%@?%glﬁérb%ﬁ?glh%ﬁiﬁgéhﬁth@tp%ﬁﬁlﬁéqufhl@FlcéQédfOEy the

Lpper oS iRy R e ERgr BorEOn st M haven puirtacs BRTUORIOR oral |
corti on e trfihe S5dhatieh BA°EAILARRD POGch ‘R AntorbERR St oponi ng
The P7 RO 108 brofte & Uhehin® IANEE thel dedfe] Sif whith cARBE 2CD0

the contented ifxdcddahcBenithy a anskrab pradncd. e bt &deRifi@ikN&vhen

| ongi tudi nal direction, the size of the opening can bé varied'in

accor dante patkagingsbag 400 & tsrenherizdhtalypRem katpditidrethdiestdddbyllsd of -

t he packagi ng bag 110 may have the different shape as shown in Fl 14. In
such a péwkgferapdsagumdad] 105 boueshh edtichdal redafivelyi ianthd Siciagytdfe
constant _wi dth, but the 20 upper heat seal ed portion 114 has the zigzag
shape sothhatPRemecdsge tqfcthre pAckaging hage Wspepehing havinheda praletivelyl14

ncreases stepwi se fromthe _right-hand side toward the left-hand side in
{DeA%35 SuRlie AL 38 Arooeel® il ek od RAO db oen oI @ Spogi f | o
gort i on

114 ot LefbthE phF SR AN R B b ot VST e 0BT ErehnRe shape.

The presgi opening having a relatively large size is provided. In addition, the

inner edge of the first heat sealed portion 104, which defines the
receiving space for the contents, extends linearly and obliquely relative to
15 the longitudinal direction, the size of the opening can be varied in
accordance with a user’s preference.

The upper heat sealed portion 114 of the packaging bag 110 may
have the different shape as shown in FIG. 14. In such a packaging bag
;- 110, the lower heat sealed portion 113 has the constant width, but the
' 20 upper heat sealed portion 114 has the zigzag shape so that the vertical
width of the upper heat sealed portion 114 increases stepwise from the.
right-hand side toward the left-hand side in FIG. 14. As a result, the
receiving space for the contents has a specific shape, which is narrowed
stepwise upward. The upper heat sealed portion 114 of the packaging
25 bag as shown in FIG. 14 has the two-stepped shape. The present
invention is not limited only to such an émboc_liment. The upper heat

sealed portion 114 may have the three or more-stepped shape.
In the packaging bag 110 as shown in FIG. 14, the rough surface

portion 115 vertically extends over the left-hand portion of the upper




invention is not limted only to such an enbodi ment. The upper heal gsnavems
portion 114 may have the three or nore-stepped shape. In the packagi ng bag

110 as 0, FIG 14, the rough surface portion 115 t.ically extends
over -t-ﬁiaﬁ%y&tzf—%and portion-of the upper 09NOV2Ws WO 02/ éggbjg@%“% : o
PCTI JP02104133 heat seal ed portion 114, which has the maxi rumw dth "C".

~More %pecifi al | %/) the vertical length "D' of the rough surface portion
115 i sHegf; §raled Porden Lhdn whicha Bve the nmaseiRaxiatm W@ 'dt hMoge, | n the

‘packagi_n 110, havi n e heat, sealed portion 114 and .5 the rough
| ?g;fﬁﬁg‘pg?)l?fl ik the V?’Fg?ate‘ Flgﬁb_r |?tggi;ﬂf°é3£f hpt§ i ta}QS’nE‘OfB‘?’BeU%dﬁtnh i.e.,
(i : corr nding.to the f.irst s yving as e
uppe_rn%%lgﬂﬁ%%ﬁg%f%%ﬁgph%ep%g@%_%ﬁ% ed_tc]_c—)[}&})ggﬂgﬁd‘fvﬁ _“(S)&t‘he second tSEi ep -
serving .as 1d: . ate
bel ow t he heat gg}%ﬁ%&% gﬁéliigp. ﬁ%g“% gl% P%ggﬁg\%%#hgf%ﬁéﬁﬁeé‘ﬁgdi ment of
t hes packagiougtbagirka@ pbrtidhiel 18 e8RGE ARV eRbIiARd HiRePSckRGHRGPRY 120 is -

"provided with a receiving space for the tontents, which has a truncated
| sosceltem, i.ei, iigthaposttige.l IHecpaekpandthdag theliist sRpUacing od by
bringi gg t he upper surface of one of the opposite side edges of the
pl ast i dhrtdnpperwosd stepmiijnthe positéen MiSth dobeespomating uird’ dse seohlde ot her
t hereof and heat-sealing themby a prescribed width to form the tubular
body h&EPFCTVIRE peahehizierawgliale pop hod (idp thampsidan- sbat ilogptede upper

and 1o portions (i.e., the first and second opened portions) of the
t ubul a\fei%?ff%ﬁohc B?‘?ﬁlﬁaéjq{%@rléﬁd | ower heat sealed portions (i.e., the

first and sec 0 jheat ,seal ed portians) 124, 123, respectively._ The
| ower heat segﬁédl SRPEH tE‘F.Oé?.ﬁFrFFféb t plthe E@f‘éll‘:%%mgpla%;i?r@/‘)ﬁ% for:
her net i;gal F l o 0 or tii on constant_width. The
upper ﬁglgt %Sg 1213 1%%}3{1?@51. h:g?hg E%(e@%g ﬂi%(f‘:’r s%aa%e@(?) f provi cdp with 4

receiving space for the contents, which has a truncated isosceles

triangular shape. The packaging bag 120 is manufactured by bringing
the upper surface of one of the opposite side edges of the plastic laminate
15  film into contact with the upper surface of the other thereof and
heat-sealing them by a prescribed width to form the tubular body having
the rear heat sealed portion 122, and heat-sealing the upper and lower
 portions (i.e., the first and second opened portions) of the tubular body to
.form the upper and lower heat sealed portions (i.e., the first and second

20  heat sealed portions) 124, 123, respectively.
| The lower heat sealed portion (i.e., the second heat sealed
portion) 123 for hermetically closing the lower opened portion has a
constant width. . The upper heat sealed portion has a specific shape SO
that the receiving space for the contents has on its upper side the
25  ftruncated isosceles triangular shape. As a result, the upper side of the
receiving space is gradually narrowed upward. Such an upper heat
sealed portion 124 is provided on the opposite side edges with the rough
surface portions 125 serving as the tear-starting portioﬁ. The length “F”

of each of the rough surface portions 125 is slightly longer than the




‘that the receiving space for the contents has on its upper side t h@ LRov 2005
truncated isosceles triangular shape. As a result, the upper side of the

~recei Vi ngyepawsshs gradual |y narrowed upward. Such an upper heat seal ed

“portion 124 is-provided on the opposite side edges. with SHERYYR surface
portions 125 serving as the tear-starting portion. The length "F* of each

.of the rough surf Ai0ons 125 is slightly longer than the 09NOV2005 WO
02/ 092459" #bo‘%fcg%?lp% (#1; Sl RP T gt?ﬂLS e PUROTLBBEF heat seal ed portion
- 124. In the pagkagi : i the heat  seal ed portion 124 for
hernitically cl Os%g%ﬁggg%pégrQ%\g??},ggﬁvg}ﬁjﬁﬁgeﬁﬁ@&ﬂlegﬁppgtggnﬂe?(f{ f¥hs 125,
t he openhssmONEsIR: i IBsih ﬁ{h‘%ﬂ%@érr :DOSI 1 i 0 rough surface 5
"~ portion 125 provides an%openi haelg’%%&?hééﬁ%g%er g%ﬁgﬁz%?lﬁﬁ? c%oré]é)ﬁl%e
vari ed i h25¢the deeegnpidgerativsan’ sn Rreite 8sitMy ens@echfigal en the
pack%tgei ng bag 120 is tc())trﬁr? hori zontal |y fé@pn?t ﬁletb%%rﬁ@%c#éﬁg}gasﬁgacby t he
r ef ecencBoriuemrif2S asuideshan hopeningl lndvivg! whd dekhedviiet NikicAf cdd & e UPPEr
. edge of the packaging bag 120, the opening having a relatively 10 small
size is BB dBdacewmstandsewitic kagsads irgfdefices Mure fpedifioslty) Wherd rom t he
portion j.ndicafed, by the reference numeral 125b or 125c, the opening
- havi ng a“t%eParre8ing Pagd2Q iy éonms horisentelly fmentthe portiomrindivabed Hyor n

descendsy; the.size of the opening becones larger. In addition, the inner
edge of Hie rPf??PCﬁe’&PI%eéﬂéfe]cé%?orW' b 1334 relppively def e svicimétyl frideei vi ng

' f t eRt,s. h; i L t endi bli duel
SDRCe [ JUphRF AR Bitihe BASI RS D, the Sndibe et Srriateel be

§ay ied i ' ' ._The, h | ed i
e o MR SR, WHED theP R ERE o 1D S d ReS o el o0 ' °
shown i nfrbhG3he 1B0tor IndARted %Ptﬁ??%kémn%g%m?ﬂl qihehgnfoki ngs, of

l'iquid having the gli fferent viscosi
: opening having a relatively large size is provided. As the portion to be

torn descends, the size of the opening becomes larger. In addition, the

mner edge of the first heat sealed portion 124, which defines the

15 receiving space for the contents, has two straight lines extending

obliquely relative to the longitudinal direction, the size of the opening can

be varied in accordance with a user’s preference.

The heat sealed portions are provided as in the same manner as

| the packaging bags 100, 110, 120 as shown in FIGS. 13 to 15. As a

=720 result, even when different kinds of liquid having the different viscosity
from each other are received in the packaging bags 100, 110, 12C having

the same shape, they can be torn open with an appropriate opening size,

which is suitable to the lviscosity of the liguid. When liquid having a

relatively low viscosity such as soy sauce is received in' the packaging bag,

25 the packaging bag is torn open from the portion, which is placed
relatively in the vicinity of the upper edge of the bag, to poﬁr the liquid

ogt. In case where the viscosity of the liquid is relatively low, a relatively

small _'size of opening makes it possible to pour the liquid out smoothly

. from the packaging bags 100, 110, 120. On the contrary, when liquid
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fromeach other are received in the packagi ng bags 100, 110, 120 h&8 NQV 2005
t he same shape, they can be torn open with an appropri ate opening size, '
which is suj.t.able to the viscosity of the liquid. Wen |jquid havi.ng a

rel at i-vgY-?g/H% J(i)g\?v?:’vgi scosity such as soy sauce is received iﬁgpﬂﬁozﬁ'éagagi ng
bag, 25 the packaging bag is torn open fromthe portion, which is placed
relatively.in the vicinity of the upper edge of the bag, to pour the liquid
out. In Vil fedatirelyy highy svipGosty thieh jaguiketekup epriTGEPYNREG ig

oot hi §eaT o e BhE SebieabhiE bass Hob, Libe 1 ohace et GoRN %€ Shben
l'i quid : . 92459 PCI/ JP02/.04133 havi | atively high
v= ggl)si tg ?egb%%@ggt&é%fgg{é& %ﬁég hal's 1ci%1d ?%gng%h[ﬁtﬁgrg%ﬁ%%{(; '%g Ibggs
100, 11 2Q, LaLi I [ [ [tadifficult t
100, LiGuch2l cactokak! NEWn B! bod! 28 Uprm O RSP il gl © 0

rom Tn ‘such“a case, the pac I ng bag

ar e 5 or Burfack PREtibhORRIEH he 18680 orf WhbafifhdtOkid hidid vﬂcﬁng'-éﬁed on
the inner side, thus providing an opening having a rel atively Farge size

t o pour opeaihg davingut rdatietlllirgd Bizaddl pd@nthd Hathe osit denéstigy porti on of .
each of the packaging bags 100, 110, 120, the rough surface portion
~serving as thb additiost, ant ithg gidetédge portodsobeearht b thdgeagloagingn of t he
upper heat 10 -seal ed portion, which has the maxinumw dth. As a result,
the padRgsi nt0Bagd 190012010 the2ootigh bsutfece @ostonr cveraimg pasi tthen of t he
rough sgrfac%lportion,,thus ensuring an effect that the packaging bag can
easi |y BEAXGIAT R PIHLON SXbgeds oven e ssigekRgringn palysheoappen dieat20 of

F & TEEE o, TR din ot pBPEBRIT S By ke o THBIEpBe neat | )
ceal e BRIty Oy B, 1104 2TIEA SO0, AU BRI UL
| over - heglighealethcePpbitiORS thus ensuring an effect that the packaging bag
- can easily be torn open with fingers.
In the packaging bags 100, 110, 120 of the above-described
15 embodiments of the present invention as shown in FIGS. 13 to 15, the
rough surface portion is provided on the upper heat sealed portion 104,
114, 124. The rough surface portion may however be provided on the
lower heat sealed portion or on both of the upper and lower heat sealed
portions.
20 In the packaging bas as shown in FIGS. 13 to 15, the rough
| surface portions provided on the opposite surface of the rear heat sealed
portions 102, 112, 122 to the tear-starting portions 105, 115, 125 in the
same manner as the packaging bas as shown in FIG. 2.
According to the present invention as described in detail, an area
25 of portions of the plastic laminate film, which are heat-sealed, can be
' reduced in comparison with. a case where the three side-sealed bag or the
four side-sealed bag is obtained with the use of the plastic laminate film
having the same area. When the packaging bag is manufactured as a

small packaging bas in the form of stick, it is possible to utilize effectively




20 I n the packagi ng bas as shown in FIGS. 13 to 15, the rough surf0&grpy 2005

portions provi ded on the opposite surface of the rear heat seal ed ‘porti ons

102, 1124 ][ﬁ the tear-starting portions 105, 115, 125 jn.the sa

manner -as t he packagl ng bas as shown in FIG 2. Accordi ngd%X HPPH%“f?resent

invention as described in detail, an area 25 of portions of the plastic
can be reduced |n conparison with a

N fol i.ch. [ - | ed
case whars PRetiIEiRE AR BEESH ‘“@?emnyfs&umm feidruer fagiats
obt ai nednMmtded g 4 g Bfasmelﬂpﬁéﬂe i f| lulrf' havi n%?t Qﬁgﬁﬁ% area.

. Wen the packag| ng ag IS man cture t he

form of sddiedginkt bhs eRsSHOIRILLReH T Tz ﬁt' ! 62i 692
459 P. CT/JP02/ 0%133 the plastic Ieam natedﬁﬁgg ﬂll% }Saglé% \%]/g\/ ané\gal um num

foil | ayprovide rogood netypdadbartidh propasy crhiek @Eﬁb&t&r{ﬁaﬂﬁ‘% ganyphact uring
cost of the packaging bag can be reduced- In addition, the pgckaglng bag

can Spr dihedpackagivg g/ geiudary ther ahrapenhy foilkiyed, | s substantial Iy equal
to 5 the packagi qujbag including the alum numfoil layer. In addition, in

the present i ndBraddiHorn; e theqresent savertien.othdhsat aseatiedt portidn &lasvari es
from one of air of opposite side edge portions toward the other
~ thereof ,2 nﬁ’% VaFleﬁ grppeete theapaithel prpRsite mile eBgg roptionsi th an

?—EETELQ@%&%% elbts S GPAKIIE i PeFE é)ftbt%ea%fgtééo A A
[t Accor di k bag.

Can bo 154k BpBatbith 1 8 9*%@ A1 BRBEY Rie in A torrted ikl SincBi Br T nor -
t t t

s oo eniae, ﬂ%’gﬁ%‘ﬂ‘%‘ﬂe‘aiit%% BESAFA0 Mol o SR Sone ' O"

packagi nhehaghtr sxbei WRITAISH the 'Kuiah sEARHABLr 90N | NEechRfkBY N bags

wi th each other.
packaging bag can be torn open from any position of the iear-starting

portion.
7 Further, the upper and lower (i.e., the first and second) heat‘
15 sealed portions has the flat edge without irregularities, thus preventing
the other packaging bag from being damaged through contact of the

packaging bags with each other.

The entire disclosure of Japanese Patent Application No.

2002-105714 filed on April 8, 2002 including the specification, claims,

W
-

20 drawings and summary is incorporated herein by reference in its

entirety.
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The entire disclosure of Japanese Patent Application No. 2002- 105034]10\'[%
on April 8, 2002 including the specification, claims, 2.0 draw ngs and
sumar YsdeSadieeepor ated herein by reference inits entife 9 3105 WO
02/ 09242??%@?%&02104133 Cl ai ms A packagi ng bag conpri si%‘g{ﬁ%n%é body nade
of a plastic lamnate filmhaving a pair of opposite side edges, said bag
body be@%grned by bringing said pair of opposite side edges into

cont act. "W each other and heat-sealing themover their entirety to form
a tubul ar shaped body having a rear heat seal ed portion, and coll apsing

said tubular sg%%g{a%?%})%%ﬁﬁ%@ﬂgh%ten shaped body having a front face, a

rear face opposing s ce pair of opposite side edge portions

connecting saig Eﬁ%g);}gocjﬁqgadéoopgld piéé@c Nedtinkag eatQ ﬁgﬁgﬁo%ﬁ’r&ﬂf g, i rst

opened portion an sécond opened”portion opposing sail opened
portion, sppesiteaiddedpes,sesiieBapBddyobeled faRE b di frace; a
first heat seal ed portlgon bei ng ?orrreyg bgﬁ%]eat-sggﬁgﬁgﬁggziﬁ%d?‘&i{'raﬁal%pened
- port3 on; afsoapesitensidhesdgese ahied cpntddiowilieicaghf ethisdahy h@ét—s%@ﬁh@g said
second opened portion;, and a tear-starting portion fromwhich said liquid
recei vi ngthsag everttheibentisety dpdormsai tithdlar -shiapdad bgdpohaviery heteag
provided on at | east one of said pair of opposite side edge portions and

‘said rearRfdase sgrtongsnd erllapsing wseid -wrarar mhaped bodyc omer issi ng a
pluralitygof - fine oncavi t.i es ening outwardly. 2. The packagi ng bag as -
cl ai med @ﬂa{‘f"ﬁi Srh%@ednﬁgazﬁrﬁwggisdgp rfg'§Fa?t1‘|eﬁ§ fpee orpwsing prit b a

m.ddl e sige.bel ‘fﬁﬁnﬁ%p%osite side edge portions connecting said front face

10 and said rear face to each other, a first opened portion and a second
opened portion opposing said first opened portion, said rear heat
sealed portion being placed on said rear face;

a first heat sealed portion being formed by heat-sealing said first
opened portion;

15 a second heat sealed portion b.eing formed by heat-sealing said
second opened portion; and

a tear-starting portion from which said liquid receiving bag is to
be torn open, said tear-starting portion being provided on at least one
of said pair of opposite side edge portions and said rear heat sealed

20 portion, said tear-starting portion comprising a plurality of fine

concavities opening outwardly.

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

first heat sealed portion and said second heat sealed portion.

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

sealed portion has a width, which varies from one of said pair of




- clainmed in dai

first heat seal ed porti oh and sai d second heat seal ed portion. .25038 x\c0s
packaging bag as clained in Claim1l, wherein: at |east one of said first
heat seakgyod@sisson and sai d second heat seal ed portion :has.a-w dth, which
varies fromone of said pair of 09NOV= WO 02/ 092459 PCT/ JP02H8%4433 opposite
si de- edge portions toward an other thereof. 4. The packagi ng bag as
claimed i s s wherein:..said wdth gradually decreases from said one
of said p;l?&%éflfg %ﬁgﬁ\é%‘?%eep%ﬁtwsegﬁ&%%ﬁﬁ Tt8GEGY- sai d other thereof. 5
S. The packaging bag as clainmed in Caim4, wherein: said tear-starting
portion Hs provigedaeRas@ Le-pakr.of, opposite side edge _
portions so as to g’xten% g%%%ﬁ%%@%@t@@@@a%’dwg%%h havi ng a nmaxi num

val ue. 6. The paddagiat haddeany! aboRdcd #8¥ WEdChnC 8t Wid H8iSpr, 10
P m

wherein: said plastic lamnate Tilmconprises an oriented Sane

layer serapprpitessigie adgeepottiyey tangkdBsaRNoMdraplegdo! astic resin | ayer
serving as an inner |ayer; and said tear-starting portion is forned on
sai d rignt ed %ﬁstic film15 layer. 7. The packagi ng bag as clained in
d ai , “wher ei i€ parkagingdrag ds plaisned in iClmrhayewhifeinoat ed at its i nner
side with a poﬁl#%i nylidene chloride filmlayer. 8. The packagi ng bag as
ICRFsteTing portandisoprevided i asid orki bivshizl paid of coat ed

at its in de with a vapor-deposited netallic layer. 9. . The
packagi ngr}ggéﬁossg% 5&? r?élgeiﬂoéfﬂf‘%ﬁé? 8f @ sxtand aver :n Eendirkty 8of whid ei n:.
each of S%ﬁliﬁééing%hsﬁgﬁ{&nq‘%ﬁﬁg on and said second heat seal ed
O & |

i0 wherein:;

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

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

‘as an inner layer; and

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

15 layer.

7. The packaging bag as claimed in Claim 6, wherein:

said oriented plastic film layer is coated at its inner side with a

polyvinylidene chloride film layer.

8. ' The packaging bag as claimed in Claim 6, wherein:

20 said oriented plastic film layer is coated at its inner side with a

vapor-deposited metallic layer.

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

8, wherein:

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

25 portion has a flat edge.




25 portion hars a flaf edge. 09NOV2Ma ' O 0270 2459 PCT/002/04133 10_.9 NN 2005
packagi ng bag as claimed in daim6, wherein: each of said first heat

seal ed -Reyidhi@fys9nd sai d second heat sealed portion has g-fi@Rbigage 5

10. ~ The packaging bag as claimed in Claim 6, wherein:
each of said first heat sealed portion and said second heat sealed

portion has a flat edge.

s,

e




