() *+e3e vbL$O6ZO0TOu RECLOSABLE PACKAG NG BAG AND METHOD FOR
MW‘\WSANE BACKGROUND COF THE | NVENTI ON Fi el d of the tion 5
Th vention relates to a packagi ng bag that can bﬁ@@ﬁ@@ﬂ”ﬁmﬂnd
recl osedozand a net hod for manufacturing such a recl osabl e g.
Description of the Related Art A recl osabl e packagi ng bag 1, wmstehas
conventionally been used, 10 conprises a main bag body 7 and a |inear
fastener 9 as shown i nRRIELOZABIMeAGKA A bpdy ANDs formed by pl aci ng
two sheets of plastic filmmterial 2, 3 one upon another and heat-sealing
t he opposite side edgeEBHOD MORMANEHYETUIRINGEAME hat the mai n bag
body 7 has an upper opening portion 8 and heat-seal ed portions 4, 5, 6. The
| inear fastener 9 15 is provided on the inner surface of the opening
portion @@KQ%@W@EQ&*EWENH@N openi ng edge of the reclosable
packaging bag 1 is closed by subjecting the opening edge to a heat sealing
processa:afl'tder ;ilkin the bag 1 with the contents. The linear fastener 9 is
composed 16t &f s i Yrember having a nal e- engagi ng portion and the ot her
fasteni ng nmenber 20 having a fenal e-engagi ng portion. Wth respect to the
manugact uri ng h g i kagi:n ag,. the
| neér f ast enerq%%: ﬁge%’éur%tt E&?Y@[?tg&g”@%ﬁ?gm%?géa?@hgeﬁggcgﬁitt ga?hgew' dth
of the shegbfclfarl a&dlbSed ARu BARIthal 8r rﬁanhﬂa&ﬁgﬁfgt 5QcR0Mdgsdhie mai n
bag body 7 with the Iinear fastener 9. 25 The one fastening nenber of the
| i near fmsdlepgngddgdius cut is tenporarily -1  bonded on the inner surface
of the one edge of the sheet 2. The other fastening nenber of the |linear
, fastener_9 thus cut is tenporarily bonded on the inner surface of the one
" edge of Pescripéen of thenkeladed Agdal i ng process, which is applied to the
sheets 2, 3 to formthe main bag body 7, 5 causes the fastening nenbers of

the linear fastener 9 to be _secured fjr on the inner syrface of the main
bag body 7. 1 A TRl HACHENE Pag b B Ras SonvrBoasrl e oet bag.
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outer e 5 i i t Reraisi t he
mai n bagﬂg%ﬁir}?hgg%s gioecﬁfﬁly?geﬁggﬁ{éocf Wogﬂééll&%g tggr tgilqg%t(s% g? ptlﬁgaﬁa?inmbag
body hasmatéHarRNS8Sene WhEh drfothdeHnE Heal Osclaligigh ﬂ{@%%sﬁe%m@@dg&@ss of
the two sheets and the thickness of the fastening nenbers. There is

requi r ecaredahghlgwessdge cinthegnagy ithyt aheheatin byagvbiodly ¥hieas ast erppeg
menbers can 15 be nelted and defornmed, when applying the heat-sealing
process opening pepow Beand dentefealad pmitionsad), body. Therlenedr fabterer 8d of
time for the heat-sealing process is therefore extended. The step for

cut tifng istpravideq jomethe {aReeaBFacs 1 erRgRHE RATHEANS of dRaumaH! bag t he

i dt h of h f_pl i¢c fd ial, dth f di

the 1 ast ARG momsopBonlE Bhee bl FRIEHe p e ICR i5he&uB5T 1
n etfe _ _ .

anut act 0F g e SFR TR AR ERERA pld SR Mt dleboa by 11

processi @ eftheCLERENERY e N ¢h8lnelkngoRn %b?fh?oéeli'le ot eg! ﬁ%@aﬁi%g
packagi ng bag has so small rigidity that 25 the recl osabl e packagi ng bags

receivi nﬂletrﬁbeﬁhﬁkrﬁﬁa m&wxéhé%gn@g poktibedag thersthandhseiiganshasked
state. SUMMARY OF T | NVENTI -2 An obj ect of the present invention,
whi &) wabaviegeaifemsdlewnghgimhe pabbtioa- descri bed problens, is to provide a
recl osabl e packagi ng bag and a net hod for manufacturing such a bag, which
permt to reduce the period of time for process and i ove the processing

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

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



5 Anot her object of the present invention is to provide a reclosable
packagi ng bag, which is stackable. In order to solve the object concerning
the period of time for process and the processing efficiency, a reclosable
packagi ng bag of the present invention conprises: 10 a mai n bag body havi ng
an opening portion and at |east one heat-sealed portion; and a |inear

f i ded . sal d i NQz ' f ' ' dy, in:
15° sa1 aopRHed: SRaoirDied sShRR HeBrs iy <Bar onhgebar i i SHEE G i n
15 sai d PaStelfE®h & 5 . _ ot of
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provi ded on one of a palr of opposing faces of said main bag body. The

heat - seakg€e S hih fﬁaﬁp?ﬁeafﬁvﬂﬁ@éh@@ts@m%' Rraothé onalf bagitbdne, of said
pair of opposing faces. The recl osabl e packagi ng bag nmay conprise a sl eeve,
whi ch | salSepltheddstaniagimemaiar shafgtHeolkiyedofdstenpe n9podse sebert d hiamdy
thereof. -3 The sleeve may be foldable. The sleeve may have a pair of

pr oj ect pontheburehaviiage oftthieangdn dragshage,7.sai d pair of projections being
capabl e of comng into contact with a bottom of said main bag body and

bei ng foldable, 5 The, sl eeve ave at |.east one bendabl e rei nforcenent
frap. which | olhibe BROYCTentphsdofoussniGhah riosepls BRCGREEE b n_ bag

when t nabr ol ENE RS Py CBR NNV Rl B owd chBe SR BB

ag s whi'ch enabl es

the sl egyatlQdi&d gibrgib?m kth bRSEd Bad éigée&‘ﬁ‘ﬂé'ﬁﬁﬁh BBPR tHe
. Finger-holes may be forned I n 5ald detachabl e sl eeve portTon to

10  outer edge of the heat-sealed portion locating on the other side of the main

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



facilitate its renoval. The main bag body may be folded into a prescribed
shape; and the linear fastener nmay have easily bendabl e portions, which
facilitates the folding of said nain bag body. 15 The |inear fastener nmay
have a fenual e-fasteni ng nenber and a nal e-fasteni ng nmenber engageabl e
therewith, and said easily bendable portions nmay conprise flat portions,

whi ch are forned by .renovj artially said femnl e-fasteni ng nenber .and

cai d mal o- f ast e RPHERDEE T RECHFRE IsAtioeRIGh WASZGE T WEY ShHIS ng
nmeans, saij iliary 2 in an ing._c .of .com i cont act
w th eac hbgf) ﬁg%ﬂetsé}%?eégl Sﬁos@ggéséqﬁe V\%IgOI’Y?(g iagrqcﬁl@%gﬁchr?gkgﬁ)ea% ﬂ &bag
body may  BaUeioal ror 438 2BEL I ARRRICIPATIALWhRI BRRI{ AkBguEal e aae | N
order to solve the object concérning the’stackabl e property, a -

recl osabl gf pigsk a6t peokras M dtilhroesdiet pdreaBid LBfflcddtpdy.ses: a main 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,
whereifh: said reahottadrt ebjrat kfgilregpbeseiftuitivieatiotoisppto pesvialesh aeemsabie ch i s
placed in said main bag body, said nmain bag body being folded into a
prescri betachpgmgipagnwilinalis shapkallef.i ned by sai d sl eeve so as to keep 10
sai d prescribed three-dinensional shape. In order to solve the object

concerning the period of ti f process and the processin fficiency, a
ot hod of t e ot BseREer risb0reh et oRER SOIETIREELHE Mo et B dRby] ng
bag conpri t . i I |i eny

member s, of doprogert R rtbosedhl i L2l ERBNY pacRERing TR Hhe
insert inj ggé&piﬂ@rgw}gcgﬁgﬁqséé)_ be spaced fromeach other, said first and
second |inear fastening menbers being engageable with each other to forma
li neargf astener;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.



folding said sheet of filmmaterial having said first and second |inear
fastening nmenbers fornmed thereon in two so that said first and 20 second

| i near fastening nmenbers can engage with each other; and heat-sealing each
of opposite portions of said sheet of filmmaterial thus folded to form

si de heat-seal ed portions. In order to solve the object concerning the

period of time,for process and.the. processing efficiency, another nethod of
the present 25 JitvElEY SRR errEFHaf"QB"t'uri ng the recl osabl e packagi ng bag
conprises the steps of: continuously formng first and second |inear

fasteni ng menbens. ofede Eﬁ§§ HdRegd ip%%’ﬁ Er)rf) t)gclﬁ] eBfiofts re%'chetq%iihrgbzg gg%nghiaﬁ]

material by an insert - i nj ect ng so as to rom each

other, sgighdidat I o7§reNttidieBeidAshBAbRILMEINGIS iR feneRyagierlk e W th
each other to forma linear fastener; cutting said rolled strip of film

mat er i al bonbm af sapbhadiel ya bowepaddsrihggbriiblef film material; fol ding
said sheet of filmmaterial having said first and second |inear fastening
nenbers fornmed thereon in two so that said first and second |inear

f ast &ni ng nenbdihe sigcvengage it adalcasbiang beadébhe acinwacemgndaldap of
opposite Jp%grti ons of said sheet of film10 material thus folded to form
si de heaWVhighl@eRtES N B NCINTlYOf $E0PeRisLRRtiIom P! s8i MisuRRS D9EYE or ned
on said sheet of filmmaterial so as not to extend to said heat-seal ed

brocess and t nd 1 GAE G T Releag o aBRITERL BohiBnBRaat abhebiiBine 15

present bv'?x‘é?{‘hjfégl@géﬂsaﬁ?@#bfﬁg e%gxiﬁ%g)téé;;’s Pﬁ»}%h@&aaq{c? HAGIG BRtaGRIFT | ses

the steps o ing a s mmaterial in two to prepare a

non j oi neflapRisitHeaglebP€ Yo reRpe fradl bR RestAbeH dBreggBmasivhhrShhpye not
as yet been joined wth each other; 20 folding upper portions of said non
joined main bag body so as to

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



be separate fromeach other to forma pair of bent portions; placing said
pair of bent portions in a linear-fastener nolding nmachi ne; continuously

formng fist and second |inear fastening nenbers for 25 a |linear fastener
on inner surfaces of said pair of bent portions of said nain body by an

i nsert injection nol di ng, respectively, excl udi ng opposite side edges

th f: t te d f d d

bag -G E@ﬁa&?sp%?c%@.gﬂ%iaa of P Bre Sl ép%%‘f"‘@%fe@mp%@s‘ gb,”ZQt‘ concer ning
th i d f ot t

fur6t Egl gno?her Ian%tl% %ﬁ)ﬁi ?g‘gé‘?é] I nv t| Ogngoﬁﬁ%% urk?anSSC {)hé

recl Osab|1?ee&a§é;ﬁﬂehgﬂ%1kﬂﬁﬁ1 Salq@rrprl ses the st eps of: foldi ng a si ngI e sheet

of filmmteri wo to prepare a non joined main bag body, upper and

| oner edges and pfgeaf fappasdrt providedesiwami@fiopdtiiol pameomaf adyelaikeen
joined with each other; formng a cut-out on an upper end of the other of

sai d épposag doil, si de 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 avwa¢reinf bent portions, said upper portions having a |ength
corresponding to a length of said cut-out; placing said pair of bent
portions in a |iS%@ Fﬁ?ﬁ)@@&#@paﬁiﬂe&mﬂg bag Hﬁ@ﬁrﬁ@meeﬁ@mﬂeew WBIGh Isg i st

d d | f ast f . fa f

of sa d_piaced; Thanid e“'&%@ggﬁ%évz.%é’lhowah{‘ 8 v e dBALT R Y neert
t X d
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non @ neghigehitRatbePeyre@ @imbA8idnANMHdRLY and heat-sealing only said

upper end of said other of said opposite side edges of said non-joined nain
bag body.

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

forming first and second linear fastening members on a prescribed

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

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

20 second linear fastening members can engage with each other; and

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

material thus folded to form side heat-sealed portions.

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

process and the processing efficiency, another method of the present

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

continuously forming first and second linear fastening members

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



In order to solve the object concerning the period of time for 25 process
and the processing efficiency, a still further another nethod of the
present invention for manufacturing the recl osabl e packagi ng bag conpri ses
the steps of: placing opposite edges of a single sheet of filmmaterial one
upon _7 anot her and heat-sealing overl apping portions of said single

sheet of i fLLIMAhEdiRk QYES 1§ B! Lol f8hY chfh BheRAUidiBfholi &GN Lo

forma heat-seal'ed poftion, so as to prepare a non-joined nain bag body,

upper a”Hnéﬁmésﬁélﬁﬁgahferﬁ%%ddeiﬁgf ehehgehiniai @ithoRachi BEser™b Nobag Hody in

a flat state so that "said heat sealed portion |ocates apart from one of

opposi t elifede festggerof sai d non joined main bag body by a prescribed

di stance; form ng cut-outs on upper ends of said opposite side edges of

sai d non j oi neccutding bagidbamh}tedl Ostiig dohdfilmppenatesiali dng of  sepdrately j oi ned

mai n bag body so as to be separate from each other to forma pair of bent

por t i bnsindependggeshensref bkB materiglia 1 ength corresponding to a I ength of
sajd pair of. bent portions in a.ljlnear-fastene

said cut-out; placin i I

o i o raoht no iR sall SHBat o Fism asernl e Sear e had S ni ng
menbers f.or a Jinear fastener qn_inner, surfaces of saj.d LT ent

por ¢+ ons i8Fat dphtithe BrEHERaAR-bRY drony BTt sBr tiat 2ald F5aC I ng,
respecti b { i i . -sealing a
eopect | el Hiflhdute ARRoSlc relCe e e AT ph e e eal | 1
heat - seal i ng onhyasgkaliHpPreacENas @IBPégﬂtéi pERGHE eofigtfdednest odf Fahtd non
joined main bag body. In order to solve the object concerning the period of
ti meld or npattecizd harsdfol ded po domsissidg leddt-seandyporaiosts.| | furt her anot her

met hod of the present invention for manufacturing the recl osabl e packagi ng
bag 25 conprises the steps of: placing at | east two sheets of filmmateri al

one upon anot heFhe difraprsdenensray onsm il sty ) fersagd appaid sheet ofer

it d d.left-hand and right-hand sid f which h t
ng Ogleeﬁﬁ]%agﬁ%égp@l sg as ngP toaer:)cterrlcligo saigr}leastl—seealgg%eo?'ti%ns. I ch have not - as

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

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



wi th each other; folding upper portions of said at |east two sheets of film
material so as to be separate fromeach other to forma pair of bent
portions; placing said pair of bent portions in a |linear-fastener nolding 5
machi ne; 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 ngg%g%g@rkeﬁgirp%ggre‘%é an insert injection nolding, respectively,

excl udin Sitesi és thereof; and 10 heat-sealing said | ower edge
and said | eft-hand and ri ght-hand si de edges of said non-joined nmain bag

body over their,egtieeih séhe FRENGEERYcIEAS s GRRPHEFB I B SifeP fOf
inserting a sleeve for keeping a préscribed shape of said main bag body

t her ei nt pro@fssein§ eRplRoCessidlg difieidridiala st Purther Hinthet keethmyof tiid her
conprise the step of placing a sleeve for keeping a prescribed shape of

sai d nmai présegtbddyenhiosai fhrnonapoifacth rimg n tigab réeddgabBRI ERCIDESERI ATAEON OF
THE DRAWNGS FIG I|is a plan view of an enbodi nent of the recl osable
packdyi ngOPIERRS Uic SHPPEsent invention; FIG 2 is a viewillustrating

FIG 3 e a vi e S PEEIH GHEF e RBPOTHErHS (Mot Hodor BRERgEnArEOEhe
et 1 BSbEAChR DR el BhFhr ngf o ek e DRSLIHER P
Sho 6B of LR ndd Ref A TSR QRet Ol b Lestencr wnrer
illustrated in forfaing; 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 FIG 6 is a plan view of another enbodi nent of the- reclosabl e packagi ng
bag of the present invention; FIG 7 is aviewillustrating the first stage
of the packagi ng 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
received; 10 FIG 8 is a viewillustrating the second stage of the

ackagin f : | it | tion,
PR wr ch pRHEET And néieSESEn SR BARREIMADRIG Paict Shdk SHRRL oL THAN "

is a viewrdtebisl bakt B8eirhartideity ¢h stlaagitelidihAPdFeekafitddopios B8t Fealdte
recl osabl e packagi ng bag of the present invention, in which 15 the contents

havi ng a pertiangsgbaas pbapeparape raorejoieee vedn bh&bddy,isppeviaewd lower

illustrating a packaged article, which is obtained by filling the

recl osabl engackegipendsig with the contents having the rectangul ar

pl ate-shape; FIG 11 is a plan view of another enbodinent of the recl osable

20 packagi ng bagfodding,gaisk BeBnioineR dptiny Ragrresly 1 g Hah statsepihat $aidy of a

sl eeve used in the rec].osabl e, packagj bag as,.shown.in FIG ,11: FIG . 13 is

o parti o Fbet Sal PEHUPBWOCRITCAPart ApB PRaS! AP AIBHIBIE SUFE ohSBid {he

l i near fa ner I I: shown in -10 FIG 1 1;
"B [in8d hA bR SETEY PRFESHIN WisRRe

FIG 14 is a €ross-se ng an auxiliary sealing neans

provided on the gasiing Aendaks BnPeppHeLENAS oThAW ogpotgiht@siéé 'ed@}s@of k3ids a

cross-sectional view illustrating @ nodification e 5 auxilirary sealing

means as sewbihddhhein bhg hody; 16 is a schematic view illustrating steps
for manufacturing the recl osabl e packagi ng bag of the present invention;
FIG 10 is a schiiding uppew pdritissts af sagl hbe-jmihed sagpbagopodmisofastari ng
t he recl osabl e packagi ng bag of the present invention; 10 FIG 18 is a plan
vi ew of f et srpargistifem easbdithenttoofornpe padr efdIsmd PRI, nBRIBagPBET t he

resent invention; . . .
P por&onsqlavmg a length corresponding to a length of said cut-out;

placing said pair of bent portions in a linear-fastener molding
machine;

15 continuously forming fist and second linear fastening members for
a linear fastener on inner surfaces of said pair of bent portions of said
non-joined main bag body by an insert injection molding, respectively,
excluding opposite side edges thereof; and

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

edges of said non-joined main bag body.

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

25  comprises the steps of:

placing at least two sheets of film material one upon another to

prepare a non-joined main bag body, upper and lower opposite edges and

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



FIG 19 is a partial enlarged view illustrating the stopper portion of the
recl osabl e packagi ng bag as shown in FIG 18, FIG 20 is a view
illustrating a nodification of the sleeve as showmn 15 in FIG 18; FIG 21
is aviewillustrating a nodification of the sleeve as shown in FIG 20;
FIG 22 is a perspective viewillustrating an exanple of a bottom fornmation
nmet hod used in hhe recl osabl e packagi ng bag of the present 20 invention;
FIG 23 P4t eRERH&ive view il lustrating another exanple of a

bottom {or e | R PG SSL AT 06 L) 03308 BRGKARLI0 Ratpp b esen

invention; _11 iI'sTa view iTTus tomo

recl osablkg pagkagl gdraee fﬂ’&h%&?oﬂt@l@{mﬁﬁﬂé pae SR SoRioddle

bottom formation method as shown in FIG 23; and FIG 25 7s a pl'an vi ew of
t he conventi onapld@abosald @apaeikagent forbiats PERAIAHArDRSEEN & Il ddhg THE
PREFERRED EMBODI MENTS Enbodi ments of the present invention wll be
descrbbedndehiong;wi th reference to the drawings. FIG 1 illustrates an
exanpl e in which a reclosabl e packagi ng bag 10 of the present invention is
appl i ed to a seFentinaedisly fexpmg Bst andiiesopslcliaepnig shegingrmenseers Wrandi ng

type recl osabl e packagi ng bag 10 conprises a nmain body 14 and a |.inear
f ast ener #1811CFH aﬁ%ﬁrrﬁrbag BURF §urﬁ%§eéo<hfp§%§dpa$r P%’gﬁéﬁeﬁg%nws 1| $aid

material 11, .12 f.or Lorging t e.gﬁposLte f.aces ﬁf thelga and of .a sheet of
fi 1 m mat SEHORE5 Graiflo PRENGOTR P ST P56 BRCEHaRLHY THREGIVERst ener

15 is praqvi : i t openi ng portion of the main bag
body 14. %g?%ﬁg;%é_ﬁg?\lﬁ%ﬁ%%éég{e%‘{ﬁggg(gb%@dm is prepared by folding the
sheeggof film myeakidhlibd s8id WWweP!cdizenantngaihust helfiedrh egtht0hahill M
material 13 between the respective |ower portions of the sheets of film 20
mat er i al side etigesoftdzdd ridre jdioled wepindyey b3dyafvet hhefrotwdoetyheet of film
material 13 is directed upward, heat-sealing the opposite side portions of
the sheets of filmmaterial 11, 12 to form side heat-seal ed portions 16, 16
and heat - seal i ngd hehaetibogmapfurdies emphisedheateporl inpertingaesiceve for, 12
to forma heat-sealed | ogwer portion_17. 25 The above-nentjoned sheets of
film mat efGRIE12 PZ?S‘irébQﬁieSgaPﬁeﬁ'f o?akdhén%gﬁgagpail d’lF?ﬁlﬁﬁq’e M As
such a sheetﬂff.fi I ?émateri al,, there -12 can be used for exanple a

| ani nat e FIPRICHAHEELRC §F18l i6Pyester fi1m having a thi ckness of 12 a m an
alum num foil having a thickness of 9 u mand a pol yethylene filmhaving a

t hi ckgess of 50 h 1 i I avi ng
a thickness of i[glerlﬁnrﬁqaﬁg Ilg%g‘ %@%{ 'ﬁéﬁg&g%?ﬁﬁ%ﬁ%loﬁ gkgﬁ%g&%&é\? g‘IhSO a
m The ahesginpne peardibddeBapt aTts@i@mii bag BymOFesaiel nenfjeed®hagheni ng
menber 18 andﬂg rrgl e-fasteni ng menber 19 as §hown in FIG 2.J The |i near
fast ener gdb bedpr ovi ded al ong the opening end of the main bag body 14 and

has a |l ength corresponding to a value, which is obtained by 10 subtracting
the total_width of the side heat-seal ed portions 16, 16 fromthe entire

wi dt h of BREERAPRSSEYHIIN OF THE EHAWINGSI G 1.

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

20  bag of the present invention;

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

packaging bag as shown in FIG. 1;

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

the linear fastener as shown in FIG. 2;

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



Contents received in the self standing type recl osabl e packagi ng bag 10 may
have a square or rectangul ar plate-shape. In such a case, the self-standing
type recl osabl e packagi ng bag 10 can be defornmed into a 15 cube or a
rectangul ar parallelepiped. It is preferable to provide easily bendabl e
portions such as notches on portions to be bent of the fenal efastening

nmb 18 . .0 ' 1 t i f ast 15 i
or dor to farHFEE AeRf SRR A RIB R PG 2 1 S o pr et erabl e o

reduce the thickness of the both end portions of the female 20 fastening
menber 18 and thepwRl 1§ astie 16 FeARBE the % dofa@ididd) woidh @@rndddGn 2
illustrates an exanple in which the femal e-fasteni ng nenber 18 and the

mal e- f ast eatdgrdmeidecwitlOth ddincherfastdieerd foredingf metieoe rasliliadteajedi EHIGO t he
mai n bag body 14 during the form ng process 25 of the main bag body 14. The
femal e-fas#tgni ng nenber 18 and the mal e-fastening nenber 19 are joined to
the upper portions 1 la, 12a of the sheets of filmmterial 11, 12 for the
mai n bag body 14, respectively. The -13 opposite side edges of the_ upper
portions 1 |a, 12%1%-r5 Hof phimcdew oh anthestsepodNpest Heth ireglaspbls he
upper portionﬁal.la 12?éﬁ£ t he sheets of filmmterial 11, 12, having the

opposi te sPaExBETEsDA HAFSCRGENEENYAN: been 5 joined with each ot her,
are bent at right angles in opposite directions so as to be separate from

each other. The uppgry ?Qgit\iig@sﬂlkojﬁ%ﬁt&ég thh ‘fﬁ*spgfb?e fgc\glﬁ:l ﬁ&%@ﬁk@‘%@ﬁgﬁ es

20 and 21 of a linear-fastener machi ne as’s en,
synthetic peghe SatdHsaslePph¥REBI LM B8Fithel Brddin®CHRAnitibA FDWISRKS tHRd €
froma gate 22 of the die 21 to nolding spaces 10 through runners 23, 23 by
an.insert coheitsonavivlegds rgctEansladysantd-gshapeeareemmereldast eni ng nenber 18
and the mal e-fastening nenber 19 are joined onto the inner surfaces of the
bent upper portions 1la, 12a. Each of the fenule-fastening menber 18 and
the nmal@-fasteni nlGefés algigwsillasirmlingrtheepgeond reiage el Hie inackagdng of

t he main bag bod . More 15 specjfical]y, hoth of them have a ] engt

Cor t eepondPRBCESS af i HEUIORRPLEDRCkBRNTE HUl bphe JoEseet TR s Bk Gk gt h
of the sid% heat-seglﬁdxfortion? 16,.16 %Rat are to be formed by a
subsequent BF&@&%@? F Pt e & ??%ubﬁrd? BTShtarPg e ﬂecﬁé‘@e ody 14. FIG 4
illustrates an exanple in which the fenal e-fastening 20 nmenber 18 and the
mal e-fast eni ng nme r t hay; f,0r; : e ane. ol i a
Chect art Tl mG aerRal 935 %r%lgfr“ptlght%%t#%g e kAL SR vt a%‘*ﬂ%%y‘ﬁ%l.
More speci fgreabsy of the récahbid ?atﬂagnq% BREREthéSrarent Neveratich ant ®micly
menber 19 are joined on one surface of the sheet of filmmaterial 25 30 so
as to b&® spheenhrapatds hbwing eacktahpataraglabampenalrd fecedvedyy pl aci ng the
sheet of filmmterial 30 between dies 31 and 32 of a |inear-fastener
nol di ng machi ne and i njecting synthetic resin_such as pol yethyl ene resin
-14  in a ol t enFigadl israiicay g straging amk@g@d@ztw&,mhmhqgﬁ ebtadaed

t hrough runne The | ength of each, of

rs,.34 an insert injectjon nolding. t
the femnal e- yaéﬁl%ﬂgngi/‘?re‘?%iqsai eaﬁacﬁﬁgl%lt%a-g é’glttgnF% ‘Fﬁghtﬁg‘tts 19ayiRg thgr m
the linear f ener .S t identical with the entire wwdth L of the main
5 bag bodyrfga%gﬂﬁgrﬁgﬁhgﬁgggﬁt has a | ength corresponding to a val ue,
which is obtained by subtracting the total width of the side heat-sealed
portions 16, 16 t .alr]?,ié%bgga%%%dop%tﬁep%%@&ﬁn&ﬁp%?ft e, FdABRAHIE

entire wwdth L of the main y 14. Now, description w be given

bel ow @ aIﬂﬁﬂﬂ%ﬂn§Qﬂ¥§Qfﬂﬁﬂgf@@énﬂiﬂVQn&ﬁgyself sandi ng recl osabl e
packaging bag 10. First, there are prepared three sheets of filmmaterial,

i.e., the sheets of filmmterial 11, 12 for formng the opposite faces of
t he mai n bag body Fl1&. al?l ishe silemhatic Vievwmofed esleate Li3etioin fthenrewjosdiale
bottom of the main bag body 14. 15 Then, the sheet of filmmaterial 13 for
form ng t hepdeagingdiag he shwwn badIbody1;14 is folded in two. The fol ded
sheet of filmmterial 13 is

FIG. 13 is a partial perspective view illustrating an easily bendable

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



pl aced between the respective |lower portions of the sheets of filmmaterial
11, 12 so that the folding edge 13a of the fol ded sheet of filmmterial 13
is directed upward. A heat-sealing process is applied to the | ower portions
20 of the sheets of filmmterial 11, 12 and the sheet of filmmaterial 13
to forma heat-sealed | ower portion 17. Then, the upper portions 1 la, 12a
of the ngﬁ%s ﬁf filmmterial 11, 12 having the heat-seal ed | ower portion
17 formed at % eir |lower edges are bent at right angles in opposite
directions so as to be separate fromeach 25 other. The upper portions 1

l'a, 12a thus benfcargy HEaéP6%@%@%&89%%6&@%1§§Qa%%gﬁén_aalhki'i‘l%%'éte%?itr&”er

nol di ng machi ne as shown in FIG en, synthetic resin such as

pol yet hyl grenisesiovi@ed R v eR¥iignRndiile Postion ££EREwWira FIol, tign state
fromthe gate 22 of the die 21 to the nolding spaces through the runners
23, 23 by the insert injection nolding, so as to extend on the bent upper
portions |la, 1ZG.hE isrecplssesettiordt vieenillustraties a2thaahific2tionfoft the

| i near-fastener nolding machine. The synthetic resin injected into the

nol di My spagBryrseahingalaass 38 shewn ikddCGed 4in t hese spaces. As a result,
the femal e-fastening nenber 18 and the mal e-fastening nenber 19 that form

por ti one. Lia. 1390k TEHE St ReBI i THUER Bt SLats ot PanNEtarE of
each of the, ;‘?%I?%ng%%?%@%@%g;@%gi t%ﬁéﬁgg%ﬁpﬁlmt%r{_astem ng nmenber 19 is

previ ously de e entire width of the nmain bag
body 14 by the total width of the side heat-sealed portions 16, 16. The

bent upper portipms h¥a.isldastRentdifc Bl BRGsBAEngl4nar @ther %@%@df&ne
upon anot her so that the mal e-fastening menber 19 engages with the

f emal e- f asteani fagturinpeth el feclésdislet pscadding oL Hse bsesh irg@nttivri;he
opposite side portions of the sheets of filmmterial 11, 12 to form side
heat -seal ed portions 16, 16. The self standing type recl osable packagi ng
bag 1 is prepard§ri A8 i$ 2 rlaneview cofdurthg¢esanpyraroempodinpenigiofethebel ow
of a nmethod for_manufacturing a_three-side:sealed type recl osabl e packagi ng
bag. Fi rsTeClgsabie RICKRFING A8 of the MIEesRGINvERYApr epared. A part of the

rolled strip of filmmaterial 30, which is unrolled therefrom is placed

bet ween di es 3 | k132 9t g 4 BEt e AU Aew LS ARAF B0 Boer DM B 71 ©

25 4.
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;



Then, synthetic resin such as polyethylene resinis injected in a nolten
state froma gate 33 of the die 32 to nolding spaces through -1G runners
34, 34 by an insert injection nolding. As a result, the fenal efastening
menber 18 and the nmal e-fastening nenber 19 are joined on the one surface of
the part of the rolled strip of filmmaterial 30 so as to be separate from

each other. The n of each of. le-fa I ng d the
mal e-f ast eni ng E‘Lﬁbgéglbs i% ‘s’%ﬁYl lelfr'“pﬁﬁ%ﬁ@hghén?)?’&é&l\?\j 8?#1%‘21?&,{1(#2&%% n bag
body 14 : L Wi f i 5 ty L iod Ne
rolled sﬁé}%‘%ﬁgﬁ’%ﬁ’ \r%kgg?l 1%IOS ,né%?%hhﬁigxﬁﬁﬁhf@gggﬁg-édgg?%%iﬁﬁﬁéﬁger 18
and the makgd@akeHdven TBMEY. 49 heined thereon, is cut off 10 along a line
Cto alength L corresponding to the entire width of the main bag body 14
to be formed. The cut sheet of filmmaterial 30 has the fenal e-fastening
menber 18 and t FeGel%eis as péan ngeweabéehe kD romrnt tos 20 prose sable dgaskagingshown
in FIG 6. The cut sheet of filmmaterial 30 is folded in tw al ong the

i nter fredikAag® |ine so that the femal e-fastening 15 menber 18 and the

mal e-fast eni ng nmenber 19 engage with each other. A heat-sealing process is

o ch hasSEeATL BE BRPCRIIDNRF g SrabiRuleBieaia BT 16 16 e
t hree-si de-seal ed recl osabl e packaging bag is prepared in this manner. 20

Now, descripti O%}%bhiﬂ%n% V&E@é"&gﬁgseét ﬁaqgggiaﬂ AN BRNEQSIN] 61

four-side-seal e pe reclosa Kagi First, two sheets of film

materi al ¢hikh dedede@icel @ fAOEraRE@Prosi te faces of the recl osabl e packagi ng
bag. These sheets of filmmaterial 11, 12 are placed one upon another. A

heat - seal ing process is applied to the 25 | ower portions of the sheets of
filmmterial 1FIGLZ iflhidtoatassah @xampblednhswalicdd apaciosable packbging bag
sheets of filmmaterial 11, 12 have the | ower heat-seal ed portion 17 forned
on tH&ir oloWee prrpentamivarHéonpiseappdicd dasa 19¢if-st@adingitypehsgadonpableas yet
been joined with each other. Then, the upper portions | la, 12a of the
sheet 5 of PAFKAEIRGL BREal he sollatangieg Wper irsﬁlpsagg%g@%%kargﬁngpsagi tlg

o1 ect o0, 0,0,10 8,80 AL, PTenshu gLl T thper perbuora s,
mol di ng ”98{1;_{: g, @c&%ﬁ%eh&tﬁ% sﬁee@]ﬁf'ﬁlrﬁyr{ﬁ;a[ﬂglti?_f %rl?sl'znfo%%?ngggotfhet he

pol yethyl ene  resin 1s"inje na nolten's m the gate _
di e 21 toohphssit®haliBoSHAC BagldHPWOR ditkdtts MiuDReAerid: 13 forPibrafinig RN

t
injection nolding, so as to extend on the bent upper portions 1 |a, 12a

that 15 e pbroetlobeiseen. t Maedifcarfitefe?150k proeidddnearthkdanensurimedi ng
machine. As a result, the fenal e-fastening nmenber 18 and the mal e-fastening

menber 19ofhtlee ppenig poartibe dfrther medim flgebody 1tdhe bent upper portions | | a,
12a. The length of each of the 15 femral e-fasteni ng nenber 18 and the

mal e-fasteni ng nenber 19 is P,r eviously determned to be snaller than the
entire width of tHeaRAVETBERULSEH main paghlrodhd 4is\prgPared byholdingsthe

bag body AR & R dBRIAHEAL, don TarotheP e e ¢RBS otded ket R Wahber
19 en0ages, A WiuleBARle 'B3hERI0S 1BRER Forkbn ol G SELLNGr RfESSS
20 material 11, 12 so that the folding edge 13a of the folded sheet of film
material 13 is directed upward, heat-sealing the opposite side portions of
the sheets of film material 11, 12 to form side heat-sealed portions 16, 16

and heat-sealing the lower portions of the sheets of film material 11, 12 to

form a heat-sealed lower portion 17.

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

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



to the opposite side portions of the sheets of filmmterial 11, 12 to form
si de heat-seal ed portions 16, 16. The self-standing type recl osabl e

packagi ng bag is prepared in this manner. FIG 10 illustrates a packaged
article, which is obtained by filling a 25 recl osabl e packagi ng bag with
contents having a rectangul ar pl ate-shape. The packaged article 40

conpri se ree-Si %ﬁ?'n egl esNac i 1 ntents
(not sho(\?\% 15?uc él?f‘grgg wﬁc%a%{g?rgﬁl?lgﬂﬁ %?191 eepfgfe?i Rg{#r%é}f#ef&

rect anguhaving AtBi AR ¢er2i Mol 4R A iBagn 48il HRERE B tHaékh &6s 600t gNt S

havi ng the rectangul ar plate-shape in the three-side-seal ed recl osabl e
packagi ng bad eélﬁolj%fthgmd filen bag/iAg d 1iokAessof 809y @r, oparlaimiel=epifped as
shown in FIG 7, which has a side 5 corresponding to the shape of the

cont ent scotpashils of asepolyesoet i film ohavivg aghivkness i olclldes mheansl de
heat - seal ed portion, is deforned into a flat portion, while the opposite

f aced of pehyethulgnexdplandasunges thicknegsraff) tu mhe width of the upper
portion 42 of the defornmed bag, which includes the |inear fastener 15 and
to which the cqjgt%en s do not.co&. is larger than 10 the width of the | ower
portion of the ?M&‘W&&twq Hpeppda f pbit FBWH&SC\gIr%‘;%&@ fom the
above- nept | il i he i i e,upper
portion ?24 tgﬁﬁfﬁ]@ﬁ‘}’gg}g %ggsaeataég f%‘\ge%l%g% tl)"l[1 g&t&ggkqa%%ﬁtsﬁggglagﬁl?ﬁg ol ded
al ong t hepdnpedahpidténet als ?ﬁﬁviatedten@ngar@a%&m ERdSdIaMe iifilkag 8, in
order to formthe packaged article 40 having the rectangul ar shape as shown
in FIG bedyTheapphaktelaigt eggespohdiie toppealuwhioh Aobtised dyded
project fromthe abovenentioned flat portion including the side heat-seal ed
por t1®n. stibérgutojgthe totapovititbmf4Beissddbeat-cdeatathpdrisonsd 6 d ofeonmtipar al | el
with the 20 vertical side plane of the contents as shown in FIG 9. In this
case, it epéirprafsh 8| theimainhagibody khsaAs showndabFEGpédrtion such as a
notch on a portion of the linear fastener 15, which corresponds to a

ggP M 11 ng an Y BRI bdBs Do P AP Bl PR SpRAOR %%?éfg%%@w,
Cthor | brBR: 18 Inaspfiafl KShos Ot RlchREuISPRRREREGRRS 1A B (hES |
12) -19 seﬁ@aﬁ%%@ﬁ?’eeréﬁﬁme”gal%%ﬁ%%iﬁﬁggggsﬁ%a%ér@e?oﬁﬁgd bey afbegéh a

| i near fastener 55 a sleeve 6 y 54 1s forne

fol ding @udenst & sheein@ilaki IbﬁidI&tlgxﬁip%ld.i Mt tiwopsdetdisit {1 erévidéi 8gsily ne

| ocat es downward and heat -seal i ng the opposite sides of 'it. Mire

speci f i calehylabildgortion sbsigch ety ndédcles oanporptémt $1¢o die bbrt whpke feardlieon and
the heat-seal ed portions 56, 56 on the opposite sides. The |linear fastener
55 is prdasteadngl memibeie l§penichdhef male-fasienipggmicaalyes49 of tthe Hager nanner
as in the enbodi nent as, sho i.n FIG 2. 10 Mre specifically, a

mal e- f as tef\%?ﬁeﬁ’@r nﬁﬁ’é rondsE %mnéiqlﬂ%&rsq% t@rﬂ%ﬁ‘mﬁ%lopoiaﬁrgi’le 3%?&- hat ilh 7o
surface of_ _gn f.the.o i .portion 1 of . the .sheet. of fil

e ol oRtABT6,de0 B8 HReAREEREST 69€ hoth e WOEHRRSProRe kP Dheni ng

t her ¢gf , i f | i i med on
the. faner 2otk R D LESEr A (HETRENS hicrlBe tEAbel A, W 5fprh®

portions.

FIG. 2 illustrates an example in which the female-fastening
member 18 and the male-fastening member 19 that form the linear
fastener 15 are joined to the main bag body 14 during the forming process

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

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



15 thereof. The mal e and femal e-fastening nenbers for the |inear fastener
55 are provided on the portions of the sheet of filmmaterial, excepting

t he heat-seal ed portions 56, 56. The sleeve 60 is fornmed of bendable

mat erial 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 portio 60c, 60d that are provided sq as t.o connect

t he oppos‘?R%‘)%Begé@eo@gg%o E‘PQEHPPéﬁPnFaﬁé"p‘&%?%Qohbﬁ{leadﬂ?wqaﬁ ach
ot her anq) ave proj ections 60cx, 60dx having a triangul ar shape,

respective f.'The front and rear face portions 60a, 60b have the sane

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

pent agonal shapayiote SpeciitISIRRE IAINSMids $RADLORRT thelsRiARal e th an

i sosceles triangle |ocating | ow I't. Each of the side face portions 60c,

60d has ami@éfang1; 20, havime i opposfib sige E@EFEAwhitH have et bl yerddenon i n
its width direction so as to extend the |longitudinal direction, as shown in
FI G B2( apinddadtldieaghyothichpasd bene abdighayarigies ih logp pdsiteed ide ottois  gpads
structure as shown in FIG 12(a) and be folded in a flat state as shown in
FI G 12(blo by dspadaby fxdme Gadh ethénceThorupperspettdonsdd aal Big thue Bentdi ng
lines FL of the side face portions 60c, 60d, while nnving the fqlding |ines

0 .

FL out war@c placed edyeesndiagd@ ands? k b e lincamfastengendding MachiRg@#s i n
FIG 12(b is inserted into the i n.bag body 54 so_that, the peaks of the
proj ect i onsCBHc X} S@&%ﬂxgco Ght Eylg@h"tqb%{gm I‘?)Gtcz’e a5oP? r#la?’lepﬁer?rsﬁpnlsoag 10
body 54. j4n I i S i into the
mai n bag ]ﬁ?}g{;&&% %Elﬁlgﬁ {}ﬁ‘gggﬁ%e%ag} %e%?ég%l%%stﬁl%p@%agﬁ?gﬁm T(?{E{gltzs%l&%( a)
causeg) t hgniRigh RasRedy2 94 2B0Lheark GplsetninjeetidRaRf1af SN owAnkeqire &y 16( f)
(al though the main bag body 74 used in the enbodi nent as shown in 15 FIG
16(f) dif fleg ferhadenfafiening mbathdrody add ahesheue-faptdriteg thkmivert 1O &y mer
has a single heat seal ed-portion). In such a state, the selfstandi ng shape
can be prmpindédrity thenidingy sulaces vhehebendatpparsp@dions 60dx 184. t ikagi eeve
60 together with the main bag body 54. The recl osabl e packagi ng bag 50 can
be changeff the feraala-fastaping reenhegdiBangd thpapalo-BdpnpmsmBendPiRs he

T e e
paral el 0 ehcagDe D RERCWAGC G UBRSL RECLRAS O LASATR! b body

shown in ; i d : < ' i ation.
The 1 near Prastangy SER R LIRELG Lo ohile B e SRR SE R b AR RHE,

mal e- f ast egi thhtnRER bd Porired e 3B seBLBEKE gﬁtécé&g fesipodi entirésigfown i n
FIG 2. The easily bendable portions 58a, 59a conprise flat portions, which
are fornethbmaenbugrigpdgaiddially the fenmal e-fasteni ng menber 58 and the

mal e-fasteni ng menber 59 in the bending portions, 5 i.e., the portions
correspondi ng to_t he upper edges of the sjde face portions 60c, 60d of the
sl eeve 60. AccorHlGgl4, ilkuniratgsi ap msegable iporvihichs theaferpole-frsfening her

femal g-recei vin rtign nor | e- engagi n ortion ich are proyided in

t he o?%err?%%#ﬁﬁ,?gnén%a§g8npgﬁFﬁ@S#%§ggp%§§@%ﬁ6rﬁpoggaqBbp§-ﬁ Er 8R6RE
possi bl e 0 ily .the linear fastener 355 without. causingd. 10 unseemy
butward preTeET dio are foienein 4 Shieet 374 g At g 2Rt Ry

st ackabl e l,gl epi ped shape of the recl osabl e packagi ng bag.
The easiIf?ggggggpg%%gﬂg%ghégére not limted only to the abovedescri bed
structure. The easily bendable portions may be fornmed as 15 holes that are
obt ai ned by a IOUWﬁen@&ﬁﬁééﬂy,ofh@Eeﬁﬁ!%-'fété‘t@nﬁx@%&ﬁ@nﬁfé&rﬁﬁwﬂtm nkgledi ng
portions of the fenal e-fasteni ng nenber 58 and the nal e-fasteni ng nenber
59, thus ffastenihathemberel bandjsigedt@ponéhrirfacaat tlansiéettdidilaanmdtyerial
bendabl e portions 58a, 59a only in the bending portions of the |linear

fast eRBr 5 woldls teubid spaced hpaetfiony eadhbwtiea s seshpowhiinidl (B85, bybplaaing not
remarkably deteriorate the sealing property by the linear fastener 55.
However, whérsheirel fiknanasemald3Popetarcesx dedd 8t ardald wg aplinpar-dgsienerhe
recl osabl e packaging bag, it is preferable to provide the easi|y bendable
portions 388ldingamachme and indegtisg ymihetis digsib gy chssh pobsthyEms esiahown
in FIG 14. 25 The auxiliary sealing nmeans conprise a pair of ribs 58b, 58b
having a triangul ar cross-section, which are formed integrally with the

flat portion 58a for the fenal e-fastening nenber 58 so as to project toward
t he



-22 mal e-fasteni ng nenber 58 and a pair of ribs 59b, 59b having a
triangul ar cross-section, which are forned integrally with the flat portion
59a for the nal e-fastening nenber 59 so as to project toward the

femal e-fastening nenber 58. The tip end portions of the ribs 58b, 58b for
the female s fastening nmenber 58 cone into contact with the tip end

por tions jAfy theitéh RTabOMorA W ghes 3Bhef MRé e a3 ﬁﬁhﬁ&d‘i‘i@@%@"aeég,through
respectively, so as to inprove the sealing property between the fla
portions ro8merS934 by dmenseat infkcsicat enofdihhe MheelndthsvenraichSof thee., in
a state in which the nmal ef asteni ng nmenber 59 engages with the

f emal e- f dstraiefgstmribgrme8ba0l Fleerpting acdliceiasheniggt meinbér 1Pithat 58tm 58b
and 59b, 59b are substantially identical with half of the depth of the

f emal e- r tB&CliReRyfFVEALHA Dis 1Ré identical math dhe e tienwEdtisd eindrenmaint he
hei ght of th | e-en i ortion of the male-fastening nmenber 59,
respel%‘ti \%%/%OE’ §4rggtah%t ?gﬁrﬁﬁge ‘Wtbg%%ﬁegggl mrg@mn%@g H ehgﬁa?ue,
deteriorate. the easil bendj n ropert f 1 easily.. dabl e partions
Soa. 50 WHIR T3 GOtaed BepSaRlReRie BEE Hefnldih PR thrlsE eSS 2%, o
to be ap hde 1 } h des = el ortion
of the T araiHSLBE 1 AL e PRRSKdrinél 457a B bR RicSE Itk

mal eengadmigreP@Aidion ¥ the@dinl g %Hgnmg menber 59 by a prescribe

di stance. 20 Provision of the ribs 58b, 58b and 59b, 59b in the vicinity of
the fenmal ereceiving portion and the mal e engagi ng portion nenti oned above
permts to ensuldow, f deshaptioxceiint bsegivery pralper t pf Bhenwtibwod- mort i oned
auxiliary sealing neans are not |limted only to the above-nentioned

st r udOur enandifgpbyringihel gli-sgnding yeplepabl paalsagis Bagdi- of ribs 59c,
59c having a trapezoi dal cross-section, which are forned integrally with
the flat portion.58a for the fenal e-fasteni ng nenher. 58 so as. to project
tovar d t ho. rral o RSy dHeRG AenBarDRE biRTer hbets B Hirg matpdakole  iale

havi ng a y4eY I - ti i.ch: I Jn [ ith the
flat por t?t%%qggé;ﬂ ﬁg{rl I@ﬁgéﬁ%fgﬁf alg]g%ell\ﬁdgﬁnrrle%glrlé g)é)rf)g%lﬂaes at%%sgéﬂo?hec owar d
the fenmaligyd 83HGN PAnBIHREENEE: of fink PhStGRAG 3 IISOYRARE (BUHAEEHPEN tHons of
the ribs 58c, 58c for the fenale-tfastening 5 nenber 58 cone into contact

Wi th the figinlebodyiriaace portions of the ribs 59c, 59c for the

mal e-fast eni ng menber 59, respectively, so as to inprove the sealing
property between the flat portions 58a, 59a, in the sealing state of the

| i nedd f ast ener Bign, the sheeat af §ilat endteristi X foth formeinef tist doittgnneintier 59
engages with the femal e-fastening nenber 58. 10 Now, description will be

gi ven bel BwiBfbag hedidd jvfoldeddndstar i Nae foldedethass s |fdnpmadggiald iy of

t he ot her enbadi nent descri bed above of the present |[nventign. The .

manuf act UPFW%SIQ?W%&? ﬁ%SIbqr(}ggVé:nltOWQ{V@%tpgﬁS E’gﬁ]‘b‘F iS §tsa°#)ag‘p“‘e{m§tt?%ﬁl step
for a nonqjoi i P i a i1 .

adj ust rn::n‘tl ha%ge@o{%{r}tﬁ 2{%’%&6& eéc%tl ?ﬁgoﬁﬁgg%g%df glge%tt(g{pf,jﬂ%&%;%%gaﬂmf%ﬁ ener
formng s al A 1 €54 te ) S ;
preparat i %ﬁ%g%@pﬁ oraﬁe élgﬁsa?o%ﬁ{%ﬁ?% %Si\éb%%eﬁ% tggprgi lrgg&gu@-&gilorﬁ aci ng
the @@posof ehenrteedd off fHMGhLeshiget 1 Of 2f dhdtiRt il of Afmom@tenan 183nes her
and heat-sealing the overl apping portions of the sheet over 20 their
entirety form lehéangedled lodterdportidn A7.to form a heat-seal ed portion 76,

t hus preparing the non joined nain bag body having the upper and | ower
openings (see FIG 16(a)) The position adjustment and folding step is
carried out by t'Uﬁ@ilnt;Q nepaoporepnsd Iailivafthwaletts oftfdne matenfedrldnt i al
direction 30 that the 25 inside edge of the_above-nenti gned heat-seal ed
portion 76<2iRaupgrthe heph-serledlewer Rordigge 1 Byormsdatchaiepwesedgesary” and
folding it in flat state (see FI G ,,16(b)). The distance "d" s

subst ant | AP af it Bl inh SBRESHE 41T 058 50 0 Becreparte HOTD: 6Reh ace
porti 6 t | eeve 60. whjch i ed Jn the s]eeve-insertion ep,
e 2 heofafly. ¥ B feationthl Rl 2a3fE Ban A BRRY i Em AR AL L,
is carrie u ) - e opposite
si de edgegr@fé} E%fa{ngfr}@]h g?%%hﬁgﬁhabcgég?n@tg@;ngﬁgéhcﬁﬁgSi(r:lgg‘rrlpCfv.Zf Ton of the

position adjustnent and fol ding step, and then fol ding the upper portions
of the non joined main bag body, which



correspond to the length of the cut-outs CL, so as to be separate from each
other to forma pair of bent portions (see FIG 16(c)). The linear fastener
formng step is carried out by placing the pair 10 of bent portions in a

| i near-fastener nol ding machi ne and continuously formng the |inear
fastening nenbers for the linear fastener on the inner surfaces of the pair

f bent ti f b i t. injecti l,di : i di
O 2Tt P21 T, DYy IR O LRI 08 L PSE AT i 10,1
ith th i : f ] i h I 2 ih FIG
3 £ e Lok, Loskeer FOURRISLgR: 1 e Syt g sbaunso,

carried ogiolamdephcseahtditzh fige FAWRIer§ 932 2 by fiRe MO8kt Qh R oFRHb18RG, body

over its entirety in the width direction of the bag to form a heat-seal ed
portion 7doaag theaktesrhlomghenbynt heppepesorZidngndsapfi2dehoppas prasidle
edges of the non joined nmain bag body, which correspond to the cut-outs CL
(see F G beBfedn thEhbes@dhabsg2 badythedinsapfastaned molding snaehirer.. Tie

sl eeve-insertion step is carried out by inserting the sleeve 60 into the
mai n bag ByAthatic rgsm Anscted (iatp. theneldingeswparessin Khespmtay spate it

T EReraRi RSP “h St Bondbhe B i,
; 4 . 4 e :
SEZpeGSQ 0B TR st g Ry 38 R or b ahhﬁtg?e@tg&?s%%{frﬁl_%@%%%@%@ the
e brovi oy Ty e SriBBks of e Wbk 113228 DR By T2
toget p@r wut he&ba@ti@agti Oie ¥egth’8P eatht dretHERfdmARIfAEMin# mditer 18

recl osabl e packagi ng bag 70 can be changed into a stackabl e rectangul ar

par al | el epingethdyndiendisbeningemeppber A Orisi mreviaisly kietermindddo hedymalicas
shown in FIGS. 8, 9 and 10. In the recl osabl e packaging bag 70 forned in
t he manneithas theintignwidihea! houmintbeg hodyjlst hedherdotalbaig thodythessider ned

inits circunfer n(%ial ,dire]géion so that the inside edge of the heat-seal ed
portion 7@@%‘%@2‘? POrERNSHEC oh@- si de edge by the prescribed distance "d",

i.e., the length "L" as shown in FIG 12(b). Accordingly, it is possible to
Pace of ‘the 16 r Sarolsiny Bttt dg o aRiom e s BPdpiy 0 aF o
paral kgl epjiRetd oM 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



heat - seal ed portion 76 therefore becone inconspicuous, to keep a nice

| ooki ng external appearance of the recl osabl e packaging bag 70. Wen the
demand for inprovenment in the external appearance is not so severe, there
may be omtted the step for turning the non joined 20 main bag body in its
circunferential direction in the above-nentioned manufacturing nmethod. Wen

such a turpipg ke, 545 b thsdenie@ion SALRENROT hisOA reSull, a¢Rdfdrhatene

central portion of the si'de face of ghe reclosabge packagi ng bag 70 havi ng
t he rect angasteningmthdleep Padd f¥pmnadesasiqtingmmeir HerbEd gire ¢oineel owthe
anot her nethod for 25 manufacturing the recl osabl e packagi ng bag of the

ot her enbodnreatrfdescrfi thed pabbwé the tdiledstspnf filnvenataml Jheswialseto be
manuf acturi ng met hod of the present invention -2G. conprises a

sheet - f ol dis6gasekp [ramseaey eothiedei e lepgtha of tash @falitr Hemalegasteainga
Step i s 22%?1?&@3%8{%3% @%%F%ﬂéf‘egf%tﬁﬁf‘r&?h Shdpbenny fﬁﬁ%ﬁ‘ﬁﬁt&%ﬁ B et uo

| ut” ; c |
5 db cage onR R HAEIn i Bagthel” s b Bt TBED PR RYCSiaR IR 0Hlef T

carried out : kng-the sleeve 60 in the non joined main bag body (see
%ﬁh safés 96

FIG 17(a) )p. sl eeve 60 may be tenporarily secured to the non joined
mai n bag body by an adhesi on neans such as a hot-nelting nethod. The sl eeve

60 is the sanme asThiealollkd stefeof Hbd matdhigl FopeHidreRhsahesbmMicifastdithg 11
and 12. The description of it is therefore omtted. The cutting and bending
step i s carmestbaul 8mnd dhei mglefasterdng member U9 gjeinahdhefecmessiuteofidge

of the non joined main bag bog%, and then foldi nalt he upper portions aof the
non j oilRed HANE dhgedady, a ingih hrarsespepdimg totheentise gristsrof the mainout |

so as to be separate from each other . to forma pair,of bent. portions., K The
| i near fasﬁ@%&’ng'r ﬁ'ﬂng‘) gieezorirgegar g gts tp&b?rﬁgr@%r‘;ﬁi :S(T)Ol@a%éhp
portions in_.a | -f.astener |- hi d in r g t he
Thear Tast et oGP FETpRE 1 Rh HE MBS EOMA HigHTIer 10780 e
opposite edges, as shown in FIG. 6. The cut sheet of film material 30 is
folded in two along the intermediate line so that the female-fastening

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

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

bag is prepared in this manner.

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

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

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

faces of the reclosable packaging bag. These sheets of film material 11,

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

25 lower portions of the sheets of film material 11, 12 to form a lower heat-

sealed portion 17.



20 surfaces of the pair of bent portions of by an insert injection nolding,
respectively, excluding opposite side edges thereof. The |inear fastener
formng step is identical with the linear fastener formng step in the
enbodi mrent as shown in FIG 2. The description of it is therefore omtted.
25 The heat-sealing step is carried out by heat-sealing the | ower edge of

t he non j oi ned i n,bag bqdy,over Jts.entirety i 1. dt.h, di i_an of
-27 t he bag ggﬁ?gpﬁngfgﬁépnegﬁgfﬁgﬁt?ieéﬁééaﬂgrhgg%ﬁ%g% %ggﬁggégﬁing t he
ot her si ' ent 1. [ i j [ [ t si de
heat - seatIISi (gr&ﬁ%grqt?? fé)ﬁE%éGd a%r?d%érll?g%’ie'{ :Ecgfrg% %héelg@ggggﬁ) ﬁ%l Bﬁ}-{}gﬁ}%eﬂ{ﬁjp%r&end of
the one ghde, afdgr ort H RANLECH NRANERI WithagabRAYheMi Ah&GO! FIRSRARKEL O the
cut-out 5 (see FIG 17(b)). The nain bag body 84 is prepared in this
manner. gHatgh$g lhel Zhapehel shbetssbLaue Atateril Al ,hbs dreeennaenigo i nto
the main bag body 84, into the three-di nensional shape' as shown in FIG
12(a)p caasgkestimeoppbsitbatjrbctiyn84a as e ke ptparatehrosh@pehastisirowThien FI G
17(c). In such a state, the self standi ng shape can be providedlg¥ 10

bendi ng WRREF dortensrblact2atbusdesnt smirlasged: hetvegearilec dics g§ed e ni t h
the main od 4. The recl osabl e packagi.ng ba can be changed into a
st ackabl %Iba'g%ﬁgﬁ 1 ﬁ?teﬁ’éﬁrﬂﬁ@[ﬁ H@&fﬁg}e @énﬂ?‘ﬂﬁntlﬁeﬁ@%p@r portions of the
mai n bag body 84 as shown in FIGS. 8, 9 and 10. Wen a co-extrusion filmor

the like, whic i . i 5 r ~S I : rty, is
used as the shglglt\]&g’f Qﬁ#ﬁrﬁst %r(g? ggﬁa%ﬁfg} %%g) 0&@%@&;@%@2@#&?%@ g%egi' ?rg;%

manuf act Hidifih bhae B6hPAALAIDIOIOHNIARAG] thlieSRASTIDLBal s BirRYaN the
heat - seal ed portion from projecting outward by applying an easy heati ng

t reatgrenthé euhhers O3, ashblyeapdakadl iigedaon havidigg] Be dhteextineos Onral
shape. It is therefore 20 possible to inpart a nice-|ooking appearance to
t he recl bsnbuppeagications bba, & thgt ahepldoeddatineenstitendieshpad 2 hof
addition, it _is also possible to prevent a display condition of the
packagi n§i®dicasnfagtenepmaglding| machiner efgia r§suilte theofarpalentpsipBdidier ed

dth kagi b [l .d f di spl hel f d
oS L BRI R B S
i ] . - i i
o R OB PSP i ADFTRR S e SER T R R g D o
'S npg 'T@n%gé;f%kﬁhﬁghn@ab r LD ahoyver aghg%ﬁc{jstéﬁﬁgg E{ékgxtmﬁﬁﬁ’ pgves any

ot her shape I'c e packagi ng nain y can In a

prescri begesidaRe, dENanPIRSER beMAALEP fhah $hei diire0RRIth 6LAHOEHIhag
packagi ng bag, which permts to solve the problemof inprovenent in

st acki ng bpxgpks by. tHe tdtel nddtloodhhe fide kagitngdied portivak Iwsidéundanent al

el enents of a main bag body having an opening and at | east one heat-seal ed
portion and of a l|inear fastener provided on the opening portion of the

mai n bag body, Thefhanthueppsr ardwmnsylin, 429 tgvehe haain gagl‘é&@d l4natrthe main
bag body. ,The recl osabl e ?gkaging bgﬁ is characterized %n that the main
bag body Blacad ofs) YRenaRherQiat tig malcsasieping Mpmbes Hah 6ngageted by

BTG R et ST R S G )
nvent ono e pdgle ABKS-ABRETAN, LAeJran RS hhpeRE {ESUeNGL i 20

| nvent i onid MheaEReRlell GRIrtibnst NG, i1Bear Thaskefedtahlighg NapH @ity been
formed may be fitted onto a prescribed place of the nmain“bag body by

adhesiveéﬁgg@@gn balreis e paepdiinothis eagfifet hat is to be simultaneously
applied during the heat-sealing process, or any other appropriate fitting
nmeans. In this case, it is preferable to formthin 20 portions at the
opposi te ends ofIGhéOlillnstrattast packagatiarticle padicly ibehtiibled tpofilingha on
portions thereof to be bent in the same manner as the abovedescri bed
enbodbPnereslasable pagkegmg bagweithi emtenhe having easictapge leagplage tignfoes not
al ways require these features, when the demand for inprovenent in the
external appearance is not. so severe. 25 |n the above-described enyqdi ments
of the present %Weﬂ%@lé@’ge%%ﬁc§ 4DHROIBPEISES 1 HREeesBlde-SeRigd ’Eﬁd??rgﬁgl eeve
60 has a fqutLon of %?qLﬂg %nto %onta t with the b tton1q2 t he i n bag
body 54, Packaginghag the Sontent: Bk SN BYFE i FhCAPKIERe CHLETE 60 in
the main bag body 54, 74, 84. If the main bag body has such a function, the
proj ections 60cx, 60dx of the sleeve are not required. Wth respect to such
a kind of recl osabl e packagi ng bag, the other enbodi nent of the present
invention will be 18—



5 described below with reference to FIGS. 18 and 19. The recl osabl e
packagi ng bag 90 conprises a main bag body 94, a |linear fastener 95 and a
sl eeve 60M 1. Opposing portions 91, 92 and heat-seal ed portions 96, 96 of
the mai n bag body 94 of the recl osabl e packagi ng bag 90 as shown in FIG 18
10 correspond to the opposing portions 51, 52 and the heat-seal ed portions

56, 56 of the main.bag b 54. of the reclosabl e packagi ng b 50, as shown
T Fre 19t el g Wk s et B niBk SEADe SRR hoBadh 72
provided on its |ower portion with a stopper portion 96a. The stopper
portions 96a, 9 : i 1 opposite
15 | ower side eggg%ﬁg?Oﬁﬁgggﬁggggtggﬁﬁ?ﬂ%ggbgFggggyﬁﬁr?ﬁghgﬁgS'g?nportions
96a, 96a. tigaehsidle-§digeatRRRatIe PRIl bhadba HsfortidTele Magd A¢rigasiang the
wi dth of the | ower portion of the heat-sealed portion 96 as shown in FIG
19(a). Theecthappéar ppatdltyispifial Q6ashawe anf G ah) ofhichi Mad ningidee
prescribed position of the sleeve 60 in the main bag body 94 so that the 20
| ower Dor cotnespbndireg faithebdpo ) tiod coatertssi Ilp tihds calsded partionaoktizpe as
shown in FIG 8. The sleeve 60M 1 therefore has no projections unlike the

sl eeve 60ba8s&hipkdinghades thgesigeohpat-spaledi partiey issdpfamedpnio pollakd on
h of the_heat ti 6, 9 h i n,Fl 18. Ho th

Singl e st BOFHPRERTL (hOAPRAS Edars Rodnm Ak A O TWREGhe A SEarel:

or i iy e et B SaB RPE, pBRISH 4% STENeRE 1 BBY, WhiLAARER Mg,

shown i n kh@ar ¥86RN 301 8%2d® to3PhicH PRENBNIERd dB €66 R) i9%rgetNhan
recl osabl e packagi ng bag 90 is folded into the shape as shown in FIG 8 in

the sHire nhanefdtasoflaber idveer dogvien bf Ghe2@eidrimed I‘t&igS%oathmditﬁéC@ﬁbeﬂ 60M2
of the sleeve 60M 1 as shown in FIG 18. The nodified sl eeve 60M2 has a

pai r of b@odtibhe48 prmjadier tramenthed adyoyeadentiod@dy flaMportiomein ftheaisigih t he
sl eeve 60M2 is conposed of a pair of opposing front and rear face portions
60a, 60b é%ﬂxéKﬁthﬂ6¥b§gde face portions 60c, 60d. The reinforcement flaps
60cy, 60dy are integrally forned with the upper edges of the side face

ipf;{ LSt Pth os i hgoﬂbéfe&iﬁ"ﬁ%f 'elé?eét,emﬁﬁi 1 @ F@?AZ tneﬁ?%vﬁégéqagég SuEELeple
. t
ot angul TECKRERRY RGP f6fhed) SHAR the Hppft At GE Bl 'l e
rei nf gs cerBatellaBs H5kn AOBICEIN, be heRk SEA A% sheRGkd B 204D) so

as to increase the strength of the unfol eve 60 iIs preferable
to provi dehdvieg sihderé e gpoat istiipel as6SeowOth WIGH the TRENGEpEsitRYidé | aps
60cy, 60dy, respectively. A single reinforcement flap may however be

provi ded ®dgeseobfthchaippate gatmrpot?i tinss 6foddedOprojEEG. frém ithleusthowees t he
ot her nodification 60M3 of the sleeve 60M2 as shown in FIG 20. The sl eeve
60MB i s i daprtieapdt flat hpostienyénelmdingoties caige thest-saaded opariiomas Bhe

det achabl e cover portij.on dy.. The sanme reference nunerals are given to the
sane st r ud'¥eAUnE SPEHPT ggdlst RenH R BRrGSHASt 19 BE 1B PAEME Withofiet ed.
The cgyer _por.tipn. 60dy is r med j ncreasing.t gt .the . .

rei nf ggcerrgﬁ{m%fg CGB%V‘Cagf g%%\ﬁlqni?%n & %t?(‘%’?.m%ﬁg'l 'ng[}h?%*s CARE bR
portion 6 i t akl Yo i j i + bhe w.dth.o front face
portion 68%¥ﬁ#%gﬁ%3§e ﬁggki%% %%%&’@%hd%§?¥ﬁ%ﬂgl?ng%ﬂagst éh??g éﬁdéof
the cover matiorons G@yliheap! AGEhaN 165hayvhRIN ok § k@D GRSMiag RheWN in
FIG 21(b). Such a structure permts to increase further the strength of

t he unf ol dddnglwhish 6BdBprojeeting JportianAgcid ed obehoNtivhsthentioney Lerti on
60dy with the side face portion 60d is provided with a |ine of perforations
so that thasyoveriding provessQshtheaprajastiihy pretidet 48hed from the side face
portion 60d. Finger holes 60dya, 60dyb are formed on the cover portion 60dy
to facilitate detachment 5 thereof fromthe side face portion 60d. There
may b&5provi ded ANwwyveescription will faser givgns bplovaoé|thef rashosatdespaekaginagd has

an inverse U-shape so as tQ be inserted into the sleeve, in replacenent of
t he above-RRS&fithedotaraembadimeditep! bbe tprsseRbAYVERHOPhWIEhH 5GIeTeRSE tPhed
enbodi nent e od for 10 manufacturing the recl osabl e packagi ng
bag, the H@Fﬁ%ﬂigﬁugﬁégreclosable packagi ng bag having a stackabl e
rectangul ar parall el epi ped shape is fornmed by bending the flap portions
70a, 70b inward as shown in FIG 22. Wien a co-extrusion filmor the |ike,
whi ch has a heat-sealing property, is used as the sheet of filmmaterial,
it is possible to prevent the flap portions 15 70a, 70b from projecting
downward by applying an easy heating LLﬁggpent to the bottom of the

recl osabl e packagi ng bag.



FIGS. 23 and 24 illustrate a nodified formati on nmethod of the bottom of the
recl osabl e packagi ng bag 100. The nodified formation nmethod 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 More
specifically, the flap portion 100a of the main bag body 104 is placed on a

base 111 and a eat-sealib hegd 110, i s pressed. on the .flag% ortii 100a to
achi eve the heatBSE&FO88 E‘?B ckaging bag S0 CURRTISES S EgINag Hody Lgpgh ed to
t he ot her. f Ll b, Qf e in bag body 104 in the sanme nmanner.
The heat Elggg?g Q@Pg;%%ﬁ%ﬁ%ﬁ%&fﬁﬁo% are provided in this manner as
showmn in FIG 23(b). Then, the tip end -32 portions of the heat-seal ed
flap portions 1@9&@9@%@5@?5@% fGSMEAWN fo10ifTE G sAfHl8)sHRt fArfitms mal |
flaps 100ax, 100bx. FIG Z4(b)"is a schematic viewillustrating the

r ecl osabheateeidgithg bagha0@hetfbriinhdiee Ricatks dbwirsvarhagedheant-sealing
rectangul ar parallelepiped. In FIG 24(b), reference 5 nunerals " 100x,
100y"5 deihe ©@npmsite $ides @loitt | dereospetidically| tsabhein pagkbginpdhgsioo,
which are kept in a folded state. In such a rec| osabl e packagi ng bag 100,

t here i s OPSNIRG | theduRRYT RAspioroantothe hgatiseatadapopdenp ity oy dhes
shown in FIG .10. In addition, the small flaps 100ax, 100bx i nprove the

sel f - st af®PO56rdPEPty of the bag 100. The small flaps 10 100ax, 100bx may
however be folded inward as shown in FIG 10. In the above-descri bed

erbodi ment s of +lE MLESRISANPEY 8p thAell 53 ARELBAAIITRY (1Rl o' 1 der

that is novabl e along I néar stener so as or=cl ose e

openi ng PRI hedy 8h ihhd BiMelaanbed¥s ihh®edABYaiIMRY t BaV%hAin liB 396, @ne
portion, which’s joined to the main bag body 15 by a suitable joining

means0suMoss spdadicald;, heatalsefistawingr mhémberkéor the Hhape ffstprnef dstions

of the sleeve is not limted only to a triangle, but nmay be a trapezoid.

Accor di ndormetihen phedaneriswdace of odesefr ilsedpposing portéons ifedarS3 afthaer is

provi ded al ong the openin iporti on of the main bag_body by the 20 insert

i nj ect i orshest @f Ay matsriedifor domping dhe gnake u%abo@w%dnpmq vigigity jaf i s

therefore possibleb;r(&ﬁucet e period of tine roce ove the
re

or S and i hpr
process i GFTENEAESTE Unehck A& Rt ol a7 ea_é@stlaﬁim@eég?%t P
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t hree-di mensi onal nainh bag body 56 as to Bear sufficlently the stacking

| oad. -33F%5 abe @rbsidea &b thhdreRidsyodendshte Gofilnh @Rattidihexktépeag thast ener
facilitates the folding of the main bag body, so as to make it possible to

prevent tlheatesealed grureioofs HbsB6m y outward projection of the bent portions,
t hus providing a nice-looking appearance of the threes dinensional nain bag
body. -34 WHAT IS CLAIMED IS: 1. A recl osabl e packagi ng bag conpri si ng:
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



a mai n bag body having an opening portion and at |east one heat-seal ed
portion; and a linear fastener provided on said opening portion of said
main 5 bag body, wherein: said |linear fastener is provided along said
opening portion of said main bag body by an insert injection nolding so as
not to extend to said heat-seal ed portions. 2. The recl osabl e packagi ng bag

as clai megd By, Qi 1s tWRREEIA 3th§§.“e‘f‘1tf’ﬁa;%or§§ﬁi £itBRF gt AR it SctRIP¥b @84 00N
each of opposite sides of said nmain bag ‘body. 3. The recl osabl e packagi ng
bag as cleaté®d the @rgitudinatheirecfionsaisdshewn seaied pafdi oAcksrdihgly,ded on
one of a pair of opposing faces of said nmain bag body. 4. The recl osable
packagi nghkageese 6Damaydhane Chaithir8e-diheraionabatrtidiest asesti@dn parkican i s
provi ded on a m ddle portion of said one of said pair of opposing faces. 5.
The recl d€b) andabkdgldeyl bag datdtatarad shovanyinoRks of 2()abydending 4he
further conprising: a sleeve, which is placed in_said_main bag body to keep
a pre8criBes f%ﬁpﬁoitm%cﬁocﬁﬁoﬁh@qu&Itg§aﬁ9|1@fk¥aé1@§§i R ﬁééhﬁsS@Faéﬁ@d in
Claimb5, wherein. sajid.sleeve is foldable.. - The recl osabl e

packagr nd B A0 abfida WHIGASHPE G sdinears Fedtfrefdeve has a pai
of projections each having a triangular shape, said pair of projections

being capabl e ofryfORIR0 Al OwhO A€ e i rdRIHRM e 8L AHERA iRABDOTY

and bei ng fol dabl e. I' e packagli ng bag as clained in any one

of C ai ms1bY 0id inkbaed HitoSehe HlageViSadasodt F4eadt tivdte thenskdit € of the
rei nforcenent flap, which locates in a vicinity of said opening portion of

sai d mai npivgectiody 602x, by esinesialtbeopaakagiitly thadoatoml @i thiedmiatn amg one
of Clains 5 to
10 body 54.
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 60cx,
60dx of the sleeve 60 together with the main bag body 54. The reclosable
packaging bag 50 can be changed into a stackable rectangular
20 parallelepiped by bending the upper portions of the main bag body 54 as
shown in FIGS. 8, 9 and 10.

The linear fastener 55 is also bent so as to coincide with the
rectangular parallelepiped shape when bending the upper portions of the
main bag body 54. The linear fastener S5 has easily bendable portions

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

bending operation.

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



8, wherein: said sleeve has a detachable sleeve portion that is accessible
when the recl osabl e packagi ng bag i s opened and whi ch when detached 5
enabl es the sleeve to relax fromsaid prescribed three-di nensi onal shape.
10. The recl osabl e packaging bag as clainmed in Gaim9, wherein:
finger-holes axe fornmed in sald detachable sl eeve portion to facilitate its

removal . 1 _The recl osabl e |ng as clained in any .0 of Cainms 5
to 10, whBrbipRicsiasientia ety a@mmsﬁh ﬁrg%fecﬁgéaﬂs%ape
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25 he 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
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sealing state of the linear fastener S5, i.e., in a state in which the male-

fastening member 59 engages with the female-fastening member 58.

10 The projection height of the ribs 58b, 58b and 59b, 59b are
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-
receiving portion and the male engaging portion mentioned above permits

to ensure a further excellent sealing property.

The above-mentioned auxiliary sealing means are not limited only

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

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

member 58 so as to project toward the male-fastening member 58 and a
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@ 1§1:)>per surface portions of the ribs 58c, 58c for the female-fastening
5 member 58 come into contact with the tip lower surface portions of the

ribs 59c, 59c for the male-fastening member 59, respectively, so as to
improve the sealing property between the flat portions 58a, 59a, in the
sealing state of the linear fastener 55, i.e., in a state in which the male-

fastening member 59 engages with the female-fastening member 58.

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

described above of the present invention.

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

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

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

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

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

openings (see FIG. 16(a))

The position adjustment and folding step is carried out by turning

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

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

(see FIG. 16(b)). The distance "d" is substantially identical with the half of
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5 body after the completion of the position adjustment and folding step, and
then folding the upper portions of the non-joined main bag body, which
correspond to the length of the cut-outs CL, so as to be separate from each

other to form a pair of bent portions (see FIG. 16(c)).

The linear fastener forming step is carried out by placing the pair

10 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.
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5 inward the projections 60cx, 60dx of the sleeve 60 together with flap
portions 70a, 70b of the main bag body 74. The reclosable packaging bag
70 can be changed into a stackable rectangular parallelepiped by bending

the upper portions of the main bag body 74 as shown in FIGS. 8, 9 and 10.

In the reclosable packaging bag 70 formed in the manner as

10 mentioned above, the non-joined main bag body is turned in its
circumferential direction so that the inside edge of the heat-sealed portion

76 is apart from the one side edge by the prescribed distance "d", i.e., the
length "L" as shown in FIG. 12(b). Accordingly, it is possible to place the
heat-sealed portion 76 in the vicinity of the edge of the side face of the

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

looking external appearance of the reclosable packaging bag 70.

When the demand for improvement in the external appearance is

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

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

reclosable packaging bag 70 having the rectangular parallelepiped.

Now, description will be given below of another method for

25 manufacturing the reclosable packaging bag of the other embodiment

described above of the present invention.

The other manufacturing method of the present invention
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The sleeve-placing step is carried out by placing the sleeve 60 in
the non-joined main bag body (see FIG. 17(a)). The sleeve 60 may be
temporarily secured to the non-joined main bag body by an adhesion
means such as a hot-melting method. The sleeve 60 is the same as that

10 described in the embodiment as shown in FIGS. 11 and 12. The

description of it is therefore omitted.

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

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

other to form a pair of bent portions.

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

20 surfaces of the pair of bent portions of by an insert injection molding,
respectively, excluding opposite side edges thereof. The linear fastener
forming step is identical with the linear fastener forming step in the

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

omitted.

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

of the non-joined main bag body over its entirety in the width direction of
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5 (see FIG. 17(b)). The main bag body 84 is prepared in this manner.

Changing the shape of the sleeve 60, which has been inserted into

the main bag body 84, into the three-dimensional shape as shown in FIG.

12(a) causes the main bag body 84 to be kept in the shape as shown in FIG.
17{c). In such a state, the self-standing shape can be provided by

10 bending inward the projections 60cx, 60dx of the sleeve 60 together with
the main bag body 84. The reclosable packaging bag 80 can be changed

into a stackable rectangular parallelepiped by bending the upper portions

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

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

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

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

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

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

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

sleeve has a shape as shown in FIG. 12. The sleeve is not limited only to
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The present invention also includes a reclosable packaging bag,
which permits to solve the problem of improvement in stacking property.
The reclosable packaging bag, which has fundamental elements of a main
bag body having an opening and at least one heat-sealed portion and of a
linear fastener provided on the opening portion of the main bag body, is
further provided with a sleeve that is placed in the main bag body. The
reclosable packaging bag is characterized in that the main bag body is
folded into a prescribed three-dimensional shape defined by the sleeve so

as to keep the prescribed three-dimensional shape.

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
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
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.

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
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5 described below with reference to FIGS. 18 and 19.

The reclosable packaging bag 90 comprises a main bag body 94, a

linear fastener 95 and a sleeve 60M1.

Opposing portions 91, 92 and heat-sealed portions 96, 96 of the

main bag body 94 of the reclosable packaging bag 90 as shown in FIG. 18

10 correspond to the opposing portions 51, 52 and the heat-sealed portions
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
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are integrally formed with the upper edges of the side face portions 60c,
60d of the sleeve so as to project upward. FIG. 20(a) illustrates the sleeve
10 60M2, which is folded into a flat state. The shape of the sleeve 60M2
folded in such a flat state is changed into a rectangular shape by unfolding
the side face portions 60c, 60d. The reinforcement. flaps 60cy, 60dy can
be bent inward as shown in FIG. 20(b) so as to increase the strength of the
unfolded sleeve 60M2. It is preferable to provide the side face portions
15 60c, 60d with the reinforcement flaps 60cy, 60dy, respectively. A single

reinforcement flap may however be provided on one of the side face

portions 60c¢, 60d.

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

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

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

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

25 with the width of the front face portion 60a. The cover portion 60dy can
be turned so that the tip end of the cover portion 60dy is placed on the
reinforcement flap 60(:3; as shown in FIG. 21(b). Such a structure permits

to increase further the strength of the unfolded sleeve 60M3. The
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easily be detached from the side face portion 60d. Finger holes 60dya,

60dyb are formed on the cover portion 60dy to facilitate detachment

thereof from the side face portion 60d.

There may be provided a cover, which is formed separately from
the sleeve and has an inverse U-shape so as to be inserted into the sleeve,

in replacement of the above-described detachable cover portion 60dy.

In the above-described embodiments of the method for
manufacturing the reclosable packaging bag, the bottom of the reclosable
packaging bag having a stackable rectangular parallelepiped shape is
formed by bending the flap portions 70a, 70b inward as shown in FIG. 22.
When a co-extrusion film or the like, which has a heat-sealing property, is
used as the sheet of film material, it is possible to prevent the flap portions

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

portions of them.

More specifically, the flap ﬁortion 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
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
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portions of the heat-sealed flap portions 100a, 100b are cut off as shown in
FIG. 24(a) to form small flaps 100ax, 100bx. FIG. 24(b) is a schematic
view illustrating the reclosable packaging bag 100, the shape of which is
changed into a rectangular parallelepiped. In FIG. 24(b), reference
5 numerals "100x, 100y" denote upper flap portions of the reclosable’
packaging bag 100, which are kept in a folded state. In such a reclosable
packaging bag 100, there is not required any step for folding the flap
portions inward as shown in FIG. 10. In addition, the small flaps 100ax,
100bx improve the self-standing property of the bag 100. The small flaps
10 100ax, 100bx may however be folded inward as shown in 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
so as to open or close the opening portion of the main bag body. The
sleeve may have at lease one portion, which is joined to the main bag body

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

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

may be a trapezoid.

According to the present invention described above, the linear
fastener is provided along the opening portion of the main bag body by the
20 insert injection molding so as not to extend to the heat sealed portions. It

is therefore possible to reduce the period of time for process and improve

the processing efficiency.

When the main bag body includes the sleeve for keeping the

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

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

main bag body so as to bear sufficiently the stacking load.
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heat-sealed portion; and
a linear fastener provided on said opening portion of said main
5 bag body,
wherein:
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.

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, further comprising:
a sleeve, which is placed in said main bag body to keep a

prescribed shape thereof.

6. The reclosable packaging bag as claimed in Claim 5, wherein:

said sleeve is foldable.
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locates in a vicinity of said opening portion of said main bag body.

0. The reclosable packaging bag as claimed in any one of Claims 5 to
8, wherein:
said sleeve has a detachable sleeve portion that is accessible when
the reclosable packaging bag is opened and which when detached
5 enables the sleeve to relax from said prescribed three-dimensional

shape.

10. The reclosable packaging bag as claimed in Claim 9, wherein:
finger-holes are formed in said detachable sleeve portion to

facilitate its removal.

11. The reclosable packaging bag as claimed in any one of Claims 5 to
10, wherein:
said main bag body can be folded into a prescribed shape; and
said linear fastener has easily bendable portions, which facilitates

5 the folding of said main bag body.

12. 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
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said female-fastening member and said male-fastening member.
13.  The reclosable packaging bag as claimed in Claim 12, 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.

14. The reclosable packaging bag as claimed in any one of Claims 5 to 13,
wherein:

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

-37-



