RECLOSURE PACKAG NG BAG AND METHOD FOR MANUFACTURI NG SAVREBSABEMERT SHERT
DI SCLOSURE A recl osabl e packagi ng bag conprises a nmain bag bOCtK gﬁw ng_ an
opening portion and at | east one heat-sealed portion; and a |i % ener
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injection, nolding so as not to extend to the heat-seal ed portions. A nethod
for manufARBSTRAQY ObeTHAY DISGIOSERRE he three steps. First, the first and
second linear fastening nenbers are fornmed on a prescribed position of a
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fromeach other. These fa re engageable"wth each~other to

form a |igpealing poirabarandet8dst M€ heherealid pbttidbARARAIAlinkar ftdgerin two
so that the fastening nmenbers can engage with each other. Third, each of

opposi t e grovideahen ¢he openghg glortibnf éf therrabat bak tidiys fitieldeasfdxtateseal ed
to formside heat-sealed portions. Fig.1
5 is provided along the opening portion of the main bag body by an insert
injection molding so as not to extend to the heat-sealed portions. A
method for manufacturing the bag comprises the three steps. First, the
first and second linear fastening members are formed on a prescribed
position of a sheet of film material by an insert injection molding so as to
10 Dbe spaced from each other. These fastening members are engageable
with each other to form a linear fastener. Second, the sheet of film
material is folded in two so that the fastening members can engage with

each other. Third, each of opposite portions of the sheet of film material

thus folded is heat-sealed to form side heat-sealed portions.

Fig.1 i
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