166166 DESCRI PTI ON PACKAG NG BAG W TH TEAR- OFF OPENI NG Techni cal 09 Noy 2005
The present invention relates a packagi. A At has an oxygen-barrier
property and can easily be torn open. ! 535.|:, ,' In the US-Patent US 6
102 571 a packaging bag is revealed. It conpriSe tubul ar body obtained
by joining opposite ends of a strip film col’ing a | ami nation of
oriented and non-oriented filns to each other so as to forma I ongitudi nal
seal ed portion. The tubular body has at opposite sides in its dianetrical
direction crease portions, respectively, and ha ’mmmﬂmmﬂm,ﬂm edges inits
I ongi tudinal direction [ateral sealed portions, The crease
porti BIFHAIPTKENT i rst tearabl e zone, which can be tordoad | ongit udi nal
di ff efpikaA®RR] EA@WiTHTf@AﬁWG)PQﬁWé seal ed portion is located on the
back surface side of bag and has the second tearable zone, which can,
be tomat longitudinal different positions. The second tearable zone has,a
| engt Heriealiféeld with or |onger than that of the first tearable zone. Thé
upper edge of the second tearable zone is located in the sane |evel as of
above 1hBGresr@inveslith Biatdsepddkhgihg b8§ v baG Ly €0ge of the
f or mer |? | ocated in thehﬁ%rre @% ?&as o?‘q%b%g)v)\gg% BF@V\I&:‘B%&S& of the i
| at t erandAgAEASIFRIAM OREN. subj ect, different subjects of the background aru
are known. As a bag for receiving liquidrelish such as soy sauce, .
.mayonnai se and ket chup, or Jelly type beverage, there is conventionally
known Backai@udARavi ng t hree side edges 80a, 80a, 80a heat-seal ed as shown
in FIG 16 The bag 80 is forned of a -plastic lamnate film. whichis
pr ovi de al¥§ havi_ng an oxygen-barrier property so as to serve as a
basi c ! ‘r’Srﬁat?'H 51182 A1 A rackagng paaistevealeginlt gamerisas arfubalar hogdy
rect arlﬂ)‘ﬂélﬁéd BYRRfng @pﬁo@wendsrbffa%;ﬁnﬁ\ doh@ﬁsnh&@tlarﬁﬁéh&goﬁ{]nehwb%dopenEd .
edges, thus E‘?@e@g” ngao%' \ﬁ% There is al so” known another type of bag, i.
e., tHOBONEN 2% Tenfki asHo famableagitvdinabsealast rirtien. dhe tubutar

body has at opposite sides in |ts_d|ametncal direction crease portions, respectively, and

~ has at opposite edges in its longitudinal direction lateral sealed portions, respectively.

The crease portion has the first tearable zone, which can be tom at longitudinal different

position's. The longitudinal sealed portion is located on the back surface side of the bag

and has the second tearable zone, which can be tom at longitudinal different positions.

. The second tearable zone has a length identical with or longer than that of the first

tearable zone. The upper edge of the second tearable zone is located in the same level

as or above the upper edge of the first tearable zone and the lower edge of the former is
located in the same level as or below the lower edge of the latter.

Apart from this subject, different hsubiects of the background art are known.

‘As a bag for receiving liquid relish such as soy sauce, mayonnéise and ketchljp, or jelly
type beverage, there is conventionally known a bag 80 having three side edges 8043,
80a, 80a heat-sealed as shown in FIG. 16. The bag 80 is formed of a plastic laminate
film, which is provided with a layer having an oxygen-barrier property so as to serve as a
ba;ié layer of the film. A sheet of plastic laminate film having a rectangular shape is fold
in two and then heat-sealed at three opened'edges, thus preparing the bag. There is also
‘known another type of bag, i.-ej, three side-sealed bag, which is obtained by folding a
sheet of plastic laminate film in two_ to form a rectangular shape having a longitudinal

‘opened edge and a pair of lateral opened edges, heat-sealing the longitudinal opened



sheet of plastic lamnate filmin two to forma rectangul ar shape ﬂ;&/NﬂgM
| ongi tudi nal opened edge and a pair of |ateral opened edges, heat-sealing
t he | ongi tudi nal opened 09 NOV 2005 edge and one of the pair of lateral

opene ortions
- 80a, g%%@ S‘rﬁxadt?trg; ;fég&ﬁ?ﬁé&\ﬁé’%& éc@FQB%?pP%cﬁﬁéo Wit er aﬁﬁbgghaed edges by
a l ongmahaealeﬁ potiians B0 BQB@méh@@mqaﬂn@memtwcqf theephingfdathral opémadn t he

\é\nhg\e;el E%g[a !?@&lrﬁdtggﬁr{tﬁgﬁg er }e‘h(?{sled 6%\%8&%? g’% 10%1(”0\,\/\?, P%‘gr anot her
t ype diedbagaled podion @faingving btspputepbriinn §betbérnein, amhmm s of plastic
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shown obtaiRe@by pRcingies shédts of fdast@dennmataj liname Won&bothkuk foon med have

b2, o Ear BuRr iR YPg Oy cBBeR 8 aiBPiL B4 haifel fE 2R8I tﬁﬁiwrp"” o
09NOV2é&dges)as SRMIOIRFNS. T8.CT/ JP02/ 04133 I n case where the bag has the three
or four sides, which are heat-sealed with the prescri bed width, formation

of the notch as showmm in FIG 16 or 18, or formation of the spout portion
80b i nThése lidefdoensiving bega8@81 p‘mstfbmmdrhayaippabnaBZjBB(ﬁloe‘awmdhm@laagsf t he

portio -%§§$? idrid%® deagl C mat eri al .
The heg'?sn é%sé? 8%%(;%?%?'% ?éma g{é attveldggqg %éﬁgﬁﬁég 'ﬁ)g%rh((r}%i‘ ngly, in
case wbmeak irdentiomelly. bri ngs his or her nDuth |nto direct contact with an
opening, which 1is provided by tearing the bag containing a jelly-Ilike
beverage, when drinking it, contact of his or her nouth with the edge of :
t he heat-seal ed 10 portion of the bag to suck the beverage nmay cause damage
to the nmouth. In addition, the three side-seal ed bag has the bent edge i
portion on one side thereof and the heat-seal ed portion 80a on the other
side thereof. \When the above-nentioned heat-seal ed portion 80a is provided
by heat-sealing only the one side of a bag body while applying pressure to

- la -~



15 entirety of the bag body utilizing a single pressing device, a 0f {goyreos
sealing pressure may not be naintained in the entirety of the one side of

t he bagwbads9248¢ a result, a portion having insufficientpPcEatuzegiproperty
may exist in the heat-seal ed portion thus obtained, |eading to | eakage of
the contents in the bag. In addition, if a user can select the size of the
20 openi ng, LCch,d ' tear i bag.cd-b d: 0ssi:hle control
the flow rarghoégaétigﬂ(&:%rﬁ gﬁ?sﬂ)ﬂy% P.ﬁ%relt@ggm}?ﬁ %g(g%{#gaéﬁgggwmeg ﬁ#érzd and

Vi SCOSiligatobedlegd wih! e8¢ reSciibed Ragith THErmhEBNnOSf EHE hatBhoREeRhRG P! the
-conventional bag cannot be selected by a user, thus providing no technical
ef f ect SonBIGi dvedr diggwr. fa2matien &fi theaspduit portioft8@HIhhitef defrmeati nat e
filmof which the bag body for the bag is formed, even when attenpt is
made t csealed e postiphe regimsgtdn hoteaspdedged aft ithee pmayiomasitoy Ipe er ce
into the bag body forned of such a lamnate filmwith the result that the
bagSi s kgainseplednihvedeading ay incosvodons oforereteb4sbhetrayrealad 133

Di scl osure, of the Invention C An_object of the present invention, which is

made t PYSTE Rate 2 aplarele figbnbardness.endccordingls, efrocase owhiesviale a
Phe. b seranrinesahison Besanowth ok P et i b OoeRE Bty

d | - Kj . t in_the bag, mM.m d [ ti f
accor Caop pihonyy DMl GO b5 oe8  ge dale! il on f
to I NARRERY it | ShtafPORHIE AUAURLALYI UitR 48 eddle oPfle HeakSsditbd 1 O Pass

t heret hrough,” and reduce cost of materi er to attaln the

af poeMepértasedf ehi dg telsRBkKM Bevdiage hayddRisel dsinadenectheofnddi. pr esent )

i nvention conpri ses:
In addition, the three side-sealed bag has the bent edge portion on one

side thereof and the heat-sealed portion 80a on the other side thereof.
When the above-mentioned heat-sealed portion 80a is provided by
heat-sealing only the one side of a bag body while applying pressure to

15 entirety of the bag body utilizing a single pressing device, a uniform
sealing pressure may not be maintained in the entirety of the bn_e side of
the bag body. As a result, a portion having insufficient sealing property
may exist in the heat-sealed portion thus obtained, leading to leakage of
the contents in the bag. In addition, if a user can select the size of the

20 opening, which is provided by tearing the bag, it is possible to control the
flow rate of the contents in the bag in accordance with a kind and
viscosity of the contents in the bag. The size of such an opening of the
conventional bag cannot be selected by a user, thus providing no
technical effects mentioned above.

25 There is a limit in strength of the laminate film of which the bag
body for the bag is formed, even when attempt is made to increase the
strength. A sharp-edged article may easily pierce into the bag body
formed of such a laminate film with the result that the bag is opened

unintentionally.



a bag body made of a plastic lamnate filmhaving a pair of opposQt$ypyIes
edges, said bag body being fornmed by bringing said pair of opposite side
edges i YPoE@HiRCt With each other and heat-sealing them gver their
entirety toﬁ?(%?% a tubul ar shaped body having a rear healp%%élgg?/%ﬂr’portion,
and col | apsi ng said tubul ar shaped body into a flatten shaped body having

a front J.ace, ar face agpposing said front face, a pair of opposite
si de edgéS?C)‘8FPF%H§%@84H¥E¥Pﬁa said front face and said rear face to each

other, a first opened portion and a second opened 20 portion opposing said
first opened pgpt) | a l ed r.tjon bejng placed, on said
rear face; a f‘?&s?gﬁgg?ﬁ;‘gﬁ ggésbo?[t ?‘%‘a&%&rﬁg%&ﬂ?m‘& W‘#eg? 30lvg ithe sai d
first apefednpRiibhel: pRoBR:LE ibedlerafiledo PBES; ei

heat-sealing said 25 gggond o’péned epofr%ﬁeog? gﬁéﬂ‘hg@t galrogg’%{raig{ﬁ}%%rt i on

f'r om whindtich gpetnhits prévertdeon \oitbebadin tentidn RO ePifg YT he ng%m be
tear-starting portion being provided on at |east one of said palr of

oppdsi t torsi ependyitlpant appsoprigtessizé ofedie Rprinifgahedcasidanes, wHOgNOV20D5
WO 02/ 092419 PCT/JP02/ 04133 said tear-starting portion conprising a
pl ur al i kKindpf contertmunthe beg, mipimizmgdetdriamation of stregth iof thedsaggct  of
the present inventjqn, the opposite side edges of the plastic |amnate
filmfol e tRMDE & bigh exysenibamiersprepariytdud th foc bontdrdtieso f or m
t he tubul ar. Sh%ﬁ?ld bagy so t.hat the rear heat sealed portion is placed on
t he reaPPFREEE EPUWé BadoEBey . orHEe kg seapesia Paskdhesawoysht,i ons of
t he bag rical.l. with respect to the rear heat seal ed portion.
aBabd%Cﬁ:[C% %ﬁnag ?ril%ln hav

ere can be avol ing insufficient sealing property in the

healo 3Ieﬁlgles POt bdler tuttaifl @cAfRbhMhGRERHh;0L, L' BaBRAERY Bgig”otl he bag. |
the first aspect of the present invention comprises:

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

15  over their entirety to form a tubular shaped body having a rear heat

sealed portion, and collapsing said tubular shaped body into a flatten

shaped body having a front face, a rear face opposing said front face, a

pair of opposite side edge portions connecting said front face and said

. ) rear face to each other, a first opened portion and a second opened

20 portion opposing said first opened portion, said rear heat sealed portion
being placed on said rear face; |

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

a second heat sealed portion being formed by heat-sealing said

25 second opened portion; and

a tear-starting portion from which said liquid receiving bag is to

be torn open, said tear-starting portion being provided on at least one of

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



appropriate charging property can be ensured. In addition, a ratio0&fNgw2008
of the heat seal ed portion can be reduced in conparison with the packaging

bag havwy§@:hsksd our heat seal ed portions, thus effecti velL({ yethlolissi N9 the
mat eri al . en the plastic lamnate filmfor form ng the g packagi ng bag

does not include any alumnumfoil layer, it is possible to reduce the
cost of the packagi.ng bag.. The packagi ng bag may be used to receive any
ki nd ofajfht EraraftaTtig; JIPTHRE (RIEPFISIng faPbaralitys o€ nfipgyicRRCcavitRs

viscosity such as s sauce, fluid having a high viscosity such as
myonné’%@‘%ﬁ@l&gﬁaﬁ'p, 20 and jelly-like material. In the second aspect

f th ' { | - -starti il b in th
m ddl o 51 do. bt b R HopkSE dCRe SoBskh® PR i R f et
| ed I @f. 4 R t ol ' t | t
one. of BE>, AT thhrplAHHC PeliafiR] T or (f B Boky, BYE REARRE IR ort on

mays haegnidctmvilit eadhicthel 26 I185m AETHIPEIAT shASed BoklyOdo ERPOBE eeat de edge
portions toward the other thereof. In the fourth aspect of the present

invent iheat seaded PortionBnplaeeedom thiehresryiage asilidld bagddssdiaserti¢ gait he one
of the pair 4 0.9 NOV 2Wb wo 02/ 092459 PCT/ SP02/ 04133 of opposite side edge
porti od oppasite t$ideoetge pdwrtians .ofl tha as doderaret fpnpaettazalngitiag
receives fluid therein, the viscosity of the fluid depends on the kind

t her eoffespeeihtavien reas hesdesnalgd rortion. pablrensi agn iy aveidashareediors f | ui d
havi ng . a l.ow viscgsity 5 sych as soy sauce therein, js relatively small, it
i s posdiayieg: ;syylicianf: sealper pueBeHoit hihe hsat: pealeshmorbpn, WHawst he

0P8 "hebliheP 5P 00c Pk b ighoSE YRR T 0 DR Ol oS! 1Y)
the fl lﬂﬁbr%‘ﬁ??&t@' é’hargihg 5:“5%&% can be ensured. In addition, a ratio of
area of the heat sealed portion can be reduced in comparison with the
packaging bag having the four heat sealed portions, thus effectively
utilizing the material. When the plastic laminate film for forming the
15 packaging bag does not include any aluminum foil layer, it is possible to
reduce the cost of the packaging bag.

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

20 and jelly-like material.

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

In the third aspect of the present invention, thes at least one of

25  the first heat sealed portion and the second heat sealed portion may have
a width, which varies from one of the pair of opposite side edge portions
toward the other thereof.

In the fourth aspect of the present invention, the

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



case, . it is preferable to formthe opening having the | arger di aom'ﬁ(wm
When there are manufactured many ki nds of packagi ng bags having the

di f-f er eRbp@PERE0 Size in accordance with the contents i nackagi ng
bag in view of the above-nenti oned problem production C%ﬁw@ﬁ@m cont rol

of products in stock becone conplicated, thus causing unfavorable

probl ens,. 15 The 8Ck gi ng bag of the.present invention also solves the

above- HQEPPBﬁ’éHep"re BICERE SWTHRRS tORET| 2Qfiheg thggedfavi ng a certain size

and shape can gope with requitenments for the contents having the _different
fit Pt s b

viscosities and' th&@Shel| ePagkREINg, bags ecsivss thHd; Hacreins dhe

[ ti ' heat | ed ' h i dt h,

whi oh o msosit, b e HU°Hepllag 6 thd 3nd® Shaiarho oreR B tBhar d « he
tral ithd t : ' ' heat | ed

Sort i on hening Of tREMRABEIIE Bag, HyibhTocehs MR8 AavBREA 0w DRRbRETS posi < o

si de&5 edgachoas isoyssibcd tRercdhNes rERRIRYS -sn*i’éll,"iitrI%Sgbés,ib?ﬁe 'tS&S(B&n oRfe the

portion to be torn in the first 25 and/or sezcnd heat seal ed portion may

change the fhiidesmbotlilg. o@anithe cohteykilsdh the opReRisg ot the ngﬁn%;” Lhe
i on fray be

fifth aspect of the present invention, the tear-starting port
provi dedagn wrishafecetves fhiid baviog Higle vischsigdgechers kewhus ehafeihy ext end
over an.entirety of the width having the maximumvalue. 5 0 .9 NOVv =5 WO -
.02/ 09245@r¢laé‘rpﬁmgaé14 i85 difioulti tagpeure hub the fluidesmobthlyande safct he

ext ended, thus providing an effect that the

tear-starting, portiaqn be
packagi ﬁas%’ast d%rpl@g‘%‘ﬁr@gﬁé’ forgn ntbspOReRieg haviger the [largere diasetenspect  of
(P! 5P RO SR kAo BB SIS B oo
plasti Cdifesteht! GYERingCEYE M AScdtdahRBSith® U coRth (NG the packaging
bag in view of the above-mentioned problem, production control and
control of products in stock become complicated, thus causing
unfavorable problems.

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

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

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

25 and/or sezond heat sealed portion may change the size of the opening
from which the contents is poured.

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

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

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



tear-starting portion may be forned on the oriented plastic film|@¥BeNgy 2005
According to the feature of the seventh aspect. of the present invention,

the teagw§apbi®ng portion is forned in the oriented pl aspicg/sbidapzsl0 | ayer
to provide therein the fine concavities opening outwardly. The effect that
t he packagi ng bag can easily be torn open with fingers is ensured, wthout

dri ppi -t h h f th ' ' .th I d
0! e o5 S BB i P o5 S RS PP 0 S0
15 chl ot { : ' t th t of
ekt Bl Do et AR, 08 SRR CRCE! o

ori ent e&rmgﬁéﬁiﬁ$idﬁ%ér§yer serving as the outer |ayer and the
non-oriented plastic esin layer serving as the inner |ayer protect the

pol yvi nyl i dendrcth@sie® 28pddt! on thay preseeitvinvendon!, Bl pladtitedinirtateayer
between them thus providing the good oxygen barrier property for a |ong

- pericod fGimtinay. cdmptise s goicnted plastioffiltthayeresening ayeat baver ldyerori ent ed
plastic filmlayer may be coated at its inner side with a vapor-deposited
net al | | and| aypon-opsnted plastig resin laydresaving o amdnseglayensandtthef t he
present. invention, formation of the vapor-deposited nmetallic |ayer for
exanpl etearosiaading pertinn may beifaemsdnn dhearicnizdplpetic Hry lasrerbarri er
property, eve

01 Ui num fof | AgSgraing Tioe L8 spbamn g4 il SeEERER | Eonyept (tBer Brentitas t he

Lt R B LR O o
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flat edgffect that the packaging bag can easily be torn open with fingers is
ensured, Without dripping.

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

15 chloride film layer.

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

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

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

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

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



.5 I'n general, the packaging bags filled with contents are often ﬂlQangvlzms
one upon another in a carton. Formation of irregularities on the upper and
| over edgss, Rh,he packagi ng bag may damage the other packaging bag,

| eadi ngq‘% %l&%f)sts?si bl e | eakage of the contents received i ﬁCTjﬁgz’%é&agi ng
bag. In order to prevent such a problem it is conceivable 10 to increase

t he thii: Il m _Such nmeasures cause the

i ncreasé g‘ig? .C)‘f‘lizzg(gr !e?fgt | gd%%gggg%s‘cé{%ntm&rpgﬁiﬂge the excellentt n
t ' [ h of the first d d heat | ed
por it onoEEh SERr Iope AR L R BERodial it o' 5o as o prevent the
th 15 K ayghl | : f .t kagi
bags i th each or st BSBEACH ML BRBGER KVERDD. FANCFLIY pHlafi o "

packagi secding oa@BdaRidBoriGis BlaPhak@lNHPbARENt | onal ly. Brief Description
of the Drawings FIG 1 1s a perspective view F[lustrating a packagi ng bag

of tthe 20 firlsi gemeodl, e pﬁqﬁd@@n@rﬁég@tﬁlﬂéﬂfﬁmﬂloﬁicm%éﬁs 2rkSoftefarti al

perspective view of the packaging bag as shown in FIG 1, illustrating a
t ear - st Rlagdedgoperupem anothed inm eartear. HemimatiealddrfgnilasitiesFdSthe i S a
front viewillustrating a state in which the upper 25 portion of the
packagi HEPSEgaRd 19 edges| of thei packagingpdag @y démages the coldey

sectional view o{) a plastic lamnate filmof which the packaging bag is
f or med, Parkaging ﬁ@bﬁeﬁcﬁn& o adossibly lﬁ@éﬂagev@%t«h@tm@n% seareed dni nat o
film hawi fine. c vities: 7.0.9 NOV. 2005 WD 02/ 092459 PCT/ JP02/ 04133
FIG 5 ?{lg@%agkﬁgﬁg ?’%gde n Arder §Q RFegent spehia ﬁ?ﬁ{‘?nanltdlﬁrﬁd}%‘éablﬁor
aciArL e ' ) film FlG I S, a perspective view
(Iﬁflrigj;t rg@: iﬂr}gﬂ‘:élts eg?%gﬁ%{%%g%@ pfas@c E;tmma e' film. PBudh measures
cause the increased cost.

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

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

packaging bag from being pierced or torn unintentionally.

Brief Description of the Drawings

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

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

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

25 portion of the packaging bag as shown in FIG. 1 is torn open;

FIG. 4(a) is a cross." sectional view of a plastic lamirate film of

which the packaging bag is formed, and FIG. 4{b) is a cross sectional

view of the plastic laminate film having fine concavities:




i ncluded in the apparatus as shown in FIG 5,
portion on a PET film FIG 7 is a viewillustrating a step for slitting

to formthe tear-sta0td goy 2006

t he pl a@U(ﬁmbﬁ%nate filmin the longitudinal directionyckhfardd _4’33 a VI ew
illustrating a step for formng the sheet of the plastic amnat1

whi ch has been cut in the longitudinal direction, 10 into a tubular body,
FIG 9 is aviewillustrating a step_far heat- seallngthetubular body in
the |ongitudi §af-d? de@ sehemadiq ﬁeS%PBE‘F\d@%‘MI ilusrataeg iash apparatys in

accordgnce w the.size of the bag to be manufactured; FIG 10
is a v?@ﬁlr’f‘ﬂl ?‘f%’?‘ﬁ%ﬁa %’5%?}1‘?%‘ tﬂgﬂ’t he tubul ar body, 15 which has

bodi s Fi o TIEP s Car eRaRARE, N a‘% ‘?aﬁﬁga' | it MgE 3R 1, i
a Vi ew jhlhi@éd 3hi itk % H}éﬁ{s g@vél'&ﬂvfi‘ ifl B b lta%rﬁ{'%@ﬁeﬁi"— tépﬁﬂg

pair of jointed bag b |es

packagipurtiagofa PET filkst

3|sa font view lTustratin

of the

t he

enbodi nent of the present invention, in which
the size of an opening prOV|ded by tearing the bag can be selected FI G

14 is a front RGeW is hudewallurgrdthiex pastkpdonglipaggahet lstiveleonthetebodi ment

of the present invention; 25 FIG 15 is a front viewillustrating the
packagi nig’lbag‘.hoflonlgmldmahdlmnhod;rrent of the present invention; FIG 16 is
a perspective view illustrating the conventional three-side seal ed bag;
FIG 17 is a peEspddsiaaieweallustrating & istep éﬂbtfmnmgcth@eﬁhmmaf theNOV2005
B O TR S, s e R e Folahnil SsRRSEA L © ohepe
10 into a tubular body; 1)
FIG. 9 is a view illustrating a step for heat-sealing the tubular
body in the longitudiﬁal direction and the perpendicular direction thereto
in accordance with the size of the packaging bag to be manufactured;
FIG. 10 is a view illustrating a step for cutting the tubular body,
15 which has been subjected to the heat-sealing step, into a pair of jointed
bag bodies;
FIG. 11 is an enlarged view of a portion "A" in FIG. 10;
FIG. 12 is a view illustrating a cutter having a zigzag blade and a
cut shape of the pair of jointed bag bodies; _
20 FIG. 13 is a front view illustrating the packaging bag of the first -
embodiment of the present invention, in which the size of an opening
provided by tearing the bag can be selected;
FIG. 14 is a front view illustrating the packaging bag of the
second embodiment of the present invention;
25 FIG. 15 is a front view illustrating the packaging bag of the third

embodiment of the present invention;

FIG. 16 is a perspective view illustrating the conventional
three-side sealed bag;

FIG. 17 is a perspective view illustrating another conventional

-8 - _ -
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FIG 18 is a perspective viewillustrating the conventional four-gigggy
seal ed bag. 5 Best Mdde for Carrying Qut the Invention Now, enbodinments 04115
a packag@&l@a%of the present invention wll be described in detail bel ow
withre é*¥0 the acconpanying drawings. FIG 1 shoRETAPRMIGi ng bag
1 of the first enbodi nent of the 10 present invention. The packagi ng bag 1
Is obtained by (i) bringing the pair.of opposite side edges of a single
sheet othrngeasidiecsdaded bagehdving thet spedifiotsdeipendt theheht-seh®id Pyridon '
prescribed width, (ii) heat-sealing these side edges together over their
entir et {o frm @ speut pbrfien; ahdped body having a heat seal ed portion 4,
(iii) collapsing the tubular shaped body into a 15 flatten shaped body

havi ng a frontFl%écewB,lsa%eﬁ‘?rSP&@éWQ Spposilhgstrasing die domrensionmlpai r of
oppositﬁ) si de edeque:l g%rtions connecting the front face and the rear face to
each ot éP','SlH?eS £<St°88pened portion and the second opened portion
opposing the first opened portion, and (iv) heat-sealing the first and

secand gggp%@féﬂ@%%{%@fa‘; ir}r%é and second heat 20 seal ed portions

5 and 6, respective ove- nen ned heat seal ed portion 4, which is
placed in the center of on the rear face 2 so as to stand outward and

extend in the NeRgidriBbditherits 8¢l BAcRhehTI bABCARIOLARENE ihoelEbgl naf t et

referred to as the "rear heat seal ed po I'rs eat

seal ed will tberdéscaitstd in deranbdiew! wilh refaledbeP 86 tiHen aebotdiiiankagi ng

bag 1 is provided with the flat edge, which has neither "zi gzag "cut edge

nor irrérawings.ies, as shown in FIG 1. The packaging bags 1 filled with

e contents are often kept in a container such as a carton so as to be

(ﬁlaced one updiiGnbdt$eaws lve perkagiaNbe200 H\Wh e Fir 60 2o dIGTéItPoR/tA4133 | n

suglb a case, the flat edge of the first and second heat sealed portions 5,

6

t BTG GVERtMy 1Thy epskeging hage 1tis ehtaisedeby dilckeniging thg.

pair of opposite side edges of a single sheet of plastic laminate film into
contact with each other by a prescribed width, (ii) heat-sealing these side
edges together over their entirety to form a tubular shaped body having a
heat sealed portion 4, (iii) collapsing the tubular shaped body into a
15 flatten shaped body having a front face 3, a rear face 2 opposing the front
face 3, a pair of opposite side edge portions connecting the front face and
the rear face to each other, the first opened portion and the second
opened portion opposing the first opened portion, and (iv) heat-sealing
the first and second opened portions to form the first and second heat
20 sealed portions 5 and 6, respectively. The above-mentioned heat sealed
portion 4, which is placed in the center of on the rear face 2 so as to
stand outward and extend in the longitudinal direction of the packaging

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

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

-9 .- -



One of the opposite side edge portions of the packaging bag 1 is 8SoNDv Q5
in the vicinity of the first heat sealed portion 5 with a rough 5 surface
porti oRyd o3MéMsT as the tear-starting portion. The rougSihobaegszPortion 7
is formed 1n order to facilitate the tearing of the upper portion of the
packagi ng bag 1 so that the upper portion thereof can easily be torn from
the tear-starting point_of the rough. surface portion 7 when opening the

packagitfdg®

acagy Whgoflat pdgeEthd finsgand secord heatseaded PSRN 4 i s

id | h I eini f the fi h d ' . W ih h h
ough <t BEEE aAckaRuiE 3R d' Prashes eriaes ToThF iRt petRedinbden (o' oot
d side of I ' 4 h
oreser i bed portioht ofC Phpopa, SHeleles Bipdonof inkhadileihg 04k 475

Pr eventgoblifed ST (10 vRAAHD1L O 10SY eldsalipARSck b G rbhgleat

seal ed portion 4. Ac

, the roug

portion med on

thes OpRRE¥AcE PHIIGR ST érvifle akahle ﬁéﬁ?lstﬁﬁﬁhg%cﬁﬁbhi. Ok FSugHBurfamgh

surface portion 7 serving as the tear-star

i'ng portion. The rough surface

porti oprioan® & Rirthdd Gy iodder by fhcilithiRgtive Reariaki sitHY uppbe partidgavi ties
on the plastic lamnate filmof. which the packaging bag 1 is 20 forned.
The pacHadienpabkgging dagehssd yhae theruppee partionetiridnegf Can easily rlsgigh
surface portion 7 serving as the tear-starting portion, g.i_i) t he opposing

. porti oterafirpme theatearastartingnpoirteof that raugle sirfags jpor

ipa ewhemeat

| ed N 4 havj h gh surf ) ' d (i h h
oppos! PAPE BifsPaFkefipe 6k T achs shadth thaICH an st serled 3) 25
[ hi d .Th kagi b 1 be .t t [ fi.r,st the ¢~
ot LR Jortrbiel fo MledGniontl me arft Bea Bt pifthens Wik, 'l )
( , [ . t ' : ] . Th
e’ cdhEaoEPE ST SHBRcs RS o paC s SEHERL bR i3 00 or'e
1 _F Corhe@8n2uld 8t SARDARIALEdS! ALs hBaPslled HOrASNOYAP Al0K02/ 092459

PCT/ JP02/ 04133 facilitate t

e understanding. In fac such rough surface

porti ongkxténd8to the prescribed portion of the rear face 2. The rough surface

portion 8 prevents the tearing operation from being stopped by the rear

15  heat sealed portion 4. Accordingly, the rough surface portion 8 is

formed on the opposite surface of the rear heat sealed portion 4 to the

rbugh surface portion 7 serving as the tear-starting portion. The rough

surface

portions 7 and 8 are provided by forming a plurality of fine

concavities on the plastic laminate film of which the packaging bag 1 is

20 formed.

The packaging bag 1 can easily be torn open by tearing (i) the

rough surface portion 7 serving as the tear-starting portion, (ii) the

opposing portions of the rear face 2 and the front face 3, (iii) the rear

heat sealed portion 4 having the rough surface portion 8 and (iv) the

other opposing portions of the rear face 2 and the front face 3 (see FIG. 3)

25 in this order. The packaging Liag 1 may be torn open by tearing first the

rough surface portion 8 formed on the rear heat sealed portion 4. In

this case, the rough surface portion 8 serves as the tear-starting portion.

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

are ilustrated in FIGS. 1 and 2 in an exaggerated state in order to



are substantially invisible to the naked eyes so as not to deteri o8ty 2606
ext ernal appearance of the packaging bag 1. In the above-described -

enbodi n%" [}5 .oupper surface of the side edge of the pl e |lamnate 5
filmis rgﬁ%?“i nto contact with the upper surface of tﬁé&gf%éorqms:;i de edge

thereof to formthe rear heat sealed portion 4. However, the upper surface
of the side edge of the plastic lamnate filmmay be brought into contact
with t hfeailitede the padersanding ot hefael, dudigoughesedhce pdrtions e 8 r ear

heat seal ed portiagn 4. 10 The plastic lamnate filmof which the packagi ng
bag 1 i 87§ & fally inyisilels oy the aaked eves apas npt de detasiorate thes one

her. . W ' Lved i h kagi b lis f X |
T qui d REUHE! FPRGRe cBh tie RetrrelaebByE sbucanofie ARAYE-SERATRET | Ui di ty
d hj S ' apai k h t d
the o neib@HflEn G el SRal burBEor W GRE ke ST WasGEiRoRR=PRS & 1"
It i f '
5 AR trdidgHiehes %Bh?%émitﬁ fi%e %??g?@%%gfgg ?:h??ﬁtmﬁre gg%gﬁ%%? hg bag

oxygen-barrier property and noisture

| ncl udeghéi@of ol For MK irkal At 38aleE Yorbigh l4at efiovieket S tH@SﬁFPEF to make
the packaging bag transparent so as to'permt a visual recognition of the

20 st at sunfacehsf thensiglet edgd=bSthd ([Aastid daminate fifwPirRiyOobe drogygdit istouct ure
of the plastic lamnate film10. A PET (pol yethyl ene terephthalate) film

| ayer 1c¢ontantvwiily the ldwehsasfacayadfrtinf otler gidesedge thsseofitte hirchmthahi ch i s
pl aced on” the outer side of the packaging bag 1, is conbined with a PE 25
(pol yet Fsaheat sedlgd paréioni4, which is placed on the inner side thereof,

Gl Soa"on i v tie liastic Famigeate, Sl of "phish 1o ppokagmasbng Toin brraed
o natis At o eonifaoEiashh AR Thad sahi Fablfe:
O9NOV208km YP; 2608963 9n & %B@?Ja%ﬁ?ﬁ%ag 1 is for example liquid having a

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

P packaging bag transparent so as to permit a visual recognition of the

e

- 20 state of the contents.

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

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

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

25 (polyethylene) film layer 15, which is placed on the inner:side thereof,
through adhesive 14. The PET film layer 11 serving as the outer layer is
provided on its inner surface with a PVDC (polyvinylidene chloride)
coating layer 12 to impart the oxygen-barrier property to the plastic
laminate film 10. The PVDC coating layer 12 is provided on its inner



surface with a printing layer 13 on which characters and patterns 0@ y§yVom05
packagi ng bag 1 appears. The adhesive 14 connecting the PET film layer 11
Wi th tResREqEjkén | ayer 15 exists between the printing |a J3.,,81d the PE
filml r;}?/‘e)r" P Y o o entog 1 m v ng a thi e 0 T e
utilized to formthe PET filmlayer 11 serving as the outer |ayer. The PET
filmlayer 11.is coated on its inner side with the PVDC film |ayer having
a t hi clevadace pithhpaeringngdayerrhd qmEwhich chatasters andpaiéempiorrthen i s
utilized to .formthe PE filmlayer 15 serving as the inper Igﬁyefr A
dry-1al 0y bamekiarpsrsa Jdls @ddhesite ddheompecting fhedPES dlE1 adhesi ve
14 for ,_connecti. h er .and i.nner. Layers. In. FIG.4(a),. the T film
Faver 13958 13° WillEeheCREHER 1RRe: 10 Seioy W ern WnareRk PR B 12 A
vapor %TQP ' [ be substituted for the above-nentioned PVDC
fﬁé%h@éela FIPXg

coating layer providé an 15 excellent barrier property. Such a vapor

depgsi t ed | ayal bisikPoRBAISY mcRAsid AGHbELODGE oLLbRGe RiLheEET f11m -

| ayer 11 with nmetal such as Al s an enl arged

Cr oss- gefinl tHAPET flth Qhydih €1 RleadinigCas kRRIRAEL IdydrM Nad PET HBnrlayep surface
portion 7 serving as the 20 tear-starting portion. The rough surface

porti orl IVis soAtedren ity imierssitlsgvithahetP¥D G filhdagephalviveg pl @stkaetsl ns with
a sandpaper #80 to #180 prior to the lam nation process. The fine
concaviafi @Bout7 3apm.f cFhe®E filohbdaving er thiknesst ¢vfe7OFun isnutdyzed 16 so as
not to reach at |east the PE film layer 15. 25 FIG 5 illustrates an

appar atfasmp dhe FPE: Blmi layer nkS eaging A Hae rianert layerof AviirzHami@adackagi ng
bag.of the present.invention is _formed. The plastic lamnate filmformng-
aph@r atadﬂ’%gv‘? Ok opSelaniess sadhesivenss desed eas 1the @QESW@M% Tf or mi ng )
device C25 anc{ia Lcam' natltionc1 .device 29. The printing device 21 is used to
apply SPPIHHH, R gtepand;inner layers.

In FIG. 4(a), the PET film layer 11 is provided on the inner side

o

with the PVDC coating layer 12. A vapor deposited layer may be
substituted for the above-mentioned PVDC coating layer 12 to provide an

15 excellent barrier property. Such a vapor deposited layer is formed by
depositing the inner surface of the PET film layer 11 with metal such as
A1,03 and SiOa.

FIG. 4(b) is an enlarged cross-sectional view of the plastic
laminate film having the rough surface portion 7 serving as the

20 tear-starting portion. The rough surface portion 7 is formed by pressing
the outer surface of the plastic films with a sandpaper #80 to #180 prior
to the lamination process. The fine concavities 17 are formed in the
layers above the PE film layer 15 so as not to reach at least the PE film
layer 15.

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

device 29, The printing deviece 21 is used to apply a printing step to a



09NOV2Me WO 02/ 092459 PCT/ JP02/ 04133 singl e surface 50a of the str0$ giw e
PET film50 serving as the base |ayer. The rough surface form ng device 25
forns t(@bﬁ%%.surface portion on the opposite surface 50bh to the printed
surface B5ba "The |amination device 29 conbines the stri BCSHBIFMIBET £i1m
50 with the 5 strip-shaped PE film51 serving as the inner |layer into the
|lam nate film The printing step, the rough surface formng step and the
I'ani nat simgle sturface 80apof ithd dtoipg-shapedi PEThalme SPEEr{ingmasthewbake t
raveling the PET film&50 in the longitudinal direction. The printing step
is fi rs?aY%pl il roughesyriegeelormingr elesne 86 fdmns (theldowughi pushaped PET
filmb50 V\ﬁichh been fed fromthe |eft hand side in_ FIG 5, utilizing ,
the pri RPTHOR (i DE SPPoste,suEage S0bnie dheepunged siifaes mOaar eThEi nt ed on

h i ngl.e. - f 5 he, PET fjilmJ50. AS Lnti deyi 21,
t hgr ZI Plsganﬁgg l(g%g(f%‘gggeégpr(%oﬁﬁl?ﬂbesd«gb? ?F}%S@ﬂpeﬁhﬁ'@wﬂ%%%iwmgﬁ?r avel s
bet _ ! dev qirta 16 i ; . f ank
29, Sonae bR P 5, Yoile A5 AT AR Dats th et Bime 24 oo
. _ er s o A
one. sur racepfiatine $e6p, Phé ot Rl Toimttid M5 Rl MibhiadiBy 08 1"

t hr oughsteplayé agpliedi ©ethe stri%%ﬂébéd‘?’ﬁ’loﬁﬁﬂ S M%Sﬁzra{r%“ﬂg tﬁ‘é"[{j‘]@? 25,

whi | e being gui ded by neans 20 of ‘guide rollers 31, : e rough surface

f or m ngfite\6@ én 2beilengitadpeskdirettiant ubber roll'er 26, which is placed on
the upper side and a rough surface formng roller 27, which is placed on
“the | ower sidelk® printing stopdsifinst appliet to whetsihgle sutfhee 504 béth26. The
(PﬁLig)g surfac formng roller 27 is provided on its peripheral surface with
t-nr

pdRshapedsPEInAlaR0, whiehhas) beenrfedtfnagutiae lefidpand Thde tihr ee
pi eces E.L S n%% Zﬁ?are. |.aced, in the |ongitudinal direction of the
rough f ave BghoI PERtnE sevipGorhi héd§ ianTesyll schampetess i93- shaped
PET 111 b pQrE8 WY B8t IE thQUIM 3 & B%8ce 50a of the PET film 50. AS

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

the PET film 50 travels between a lower roller 24, which is immersed into
15 ink received in a tank 22, and a blanket roller 23, which is placed above
the lower roller 24 so as to carry out the printing step.
The strip-shaped PET film 50 having the one surface to which
the printing steps has been applied, is conveyed through a drying device
- 30 to the rough surface forming device 25, while being guided by means
:' 20 of guide rollers 31, 32. The rough surface forming device 25 is
composed of a rubber roller 26, which is placed on the upper side and a
rough surface forming roller 27, which is placed on the lower side so as
to come into contact with the rubber roller 26. The rough surface
forming roller 27 is provided on its peripheral surface with three pieces of
25 sandpaper 28 having a. rectangular shape. The three pieces of
sandpaper 28 are placed in the longitudinal direction of the rough
surface forming roller 27 at prescribed intervals.
The strip-shaped PET film 50 conveyed to the rough surface

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



form ng device 25 is wound around the rough surface formng roll ér(m?N v 2005
O9NOV205 CVO 02/ 092459 PCT/ JP02/ 04133 fromthe | ower side thereof so that

t he op i1 urface 50b to the printed surface 50a co ' Lcontact
REheT st

wi th the pér eral surface of the rough surface form . The
strip-shaped PET film50 is guided along the peripheral surface of the
rough surface formng-roller 27 in the 5 counterclockw se direction in FIG
5 and tfhem hbedldyetmeide tthereofughb tlsat fthee oppositegsuofdcer 59b dndthée rubber
roller 26. Wien the rough surface formng roller 27 rotates so that the
pi eces Wintethgpsiser 30a comms iddd comtapewith the meTipherad surfrcaippéhaost

posi tion, g&ge sfrip-shaped _PET film50 is held between the, pieces_of
sandpapg@igigsyrace Hermang gpllehery dihe slipshswed BELAIMHQ is goidedhe rough

f t,i t f Ob. ILt, th f
por 1 oriBaRdTCpraanGAl YACE P 458 TayBhofuiiAgE SPFmIPE RADEH PP hFm 50 i n
P ! | i N .
e 2 varn e PloeRhIE dirdil A G052 ERto il Bt BeBhedtl 35! AR

f ~ ' f d h f :
Form g F o o g I R e 5 ek e RS L
i s di spaingace [HRRRgMEOIIRC2YS BotABS! iTthRk eafe YPiecSAUIPaRRAPWDER DBNE

proj ections of dispersed material such as silicon carbide, boron carbide,
enery ponevidedionstie rolidie? 7tierachmid appemdlst PasitionAthe seip-§hapedr m ng

the rough surface portionis not |limted only to the piece of sandpaper, -
but mayPBE filmetS0 |isc helldt betwed¢mgthe pieves| of ysaxidpapgre @8 oand whiech is to
be attached on the peripheral surface of the rough surface formng roller. .
27104f tReTiphery ofighesntbharerglisn Ponke forenfibentenghh surdace postiersopnof  25. )
t he strip-saﬁoed T fi |l m 50, 1E‘}he film50 is_conveyed to the | am nation

devi ce 9 SUHACE Wpnghy i devtilly thedrkiebr sytiage POTHQRS agg I05BIedTRB ¢ hus

Conveyet%ests{l}. _cseh\%"%f QEJ; sftirfprps ijaé ﬂ)’fl(\fﬁgn %tO {r} 8 r;i)rrc]:tsggb%ar lfa &ral
positions so as to be placed at prescribed intervals in the longitudinal .
direction of the film 50.

15 It is preferable to use as the piece of sandpaper attached on the
rough surface forming roller a piece of sahdpaper #100 to #120 in which
molten aluminum is dispersed. There may be used another piece of
sandpaper with fine projections of dispersed material such as silicon
carbide, boron carbide, emery powder or sand other than molten

20 aluminum. A member for forming the rough surface portion is not
limited only to the piece of sandpaper, but may be a metallic plate having
a plurality of projections, which is to be attached on the peripheral
surface of the rough surface forming roller 27.

After the rough surface portions are formed on the surface S0b of

25 the strip-shaped PET film 50, the film 50 is conveyed to the lamination
device 29, while being guided by means of guide rollers 31, 32. The
thus conveyed strip-shaped PET film 50 is placed at its printed surface
50a on the strip-shaped PE film 51 conveyed through a different rout to

form the single strip-shaped plastic laminate film.




S0a on the strip-shaped PE film 51 conveyed through a different ro@9 gy 2005
formthe single strip-shaped plastic lamnate film 0 .9 NOV 2905 WO

02/ 0924 P02/ 04133 The strip-shaped plastic |amnate film52 thus
f or med ?&E@J—Jﬁi}°e§‘cted to a slitting step to be cut into th’%@@%{ﬁq‘}“ﬁrips 53

having the sanme width in the lateral direction of the strip-shaped plastic
lamnate film52 as shown in FIG 7. The slitting step is carried out so
as to 5 mai nt aibe aspipshapedd plastiandamibatdefilmerb2 hthusuddrmedf ase
portion 7 _formed on the strip-shaped |amnate film 52 and the respective
si de edgeblested dp a slitdng siepitosbsTwifintpdhyeasiutcsirips pdt bavingrthghe
position of th cut strip 53, which is away fromthe 'side edge 54a by the
prescri BERe Wi“g%ﬁ’&eﬂ‘el_{at@fﬁlr digetign ?'(S)ﬂ?q’lé‘%gpd%h Hastir danynatee

kagi g b 0 be . d. ip_53. of the plasti

o nat B2, 2 ol G PG T il S P et oo Rt ord ek Bpposi t e
i de; ed : i G Lot . th
o105 Copintdiea i ifa MOAHO0 B bolibly (4G HADEY SHELEBofph, Ot e
I ongi t ughrsdd 8 ffd 58 shapRiMbhiRat HERE9hAY Qﬂk%sggg%x(é%i ¥pg the 15

| ongi tudi nal heat seal'ed portion 4, which extends out y along~the

di amet r 5¢alofdittecctit @tripé INef the plastiotaninitd SimbodheSPositirn of the furt her:
heat - seal ing steps are carried out to the tubular body 60 to formthe

| at er al chbatripe8Bgdwhintt i® s drathathé fside ppdgesbag byr e ipsesppbedd

vertically to the-tubular body at prescribed 2.0 intervals in the

| ongi t udistancei'Lécormspongisciof theThuld edge portiontofstdwl pdckaging bag t6, whi ch
(aLefgl aged in the reqsa)ecti ve forward gosi tions relative _to the raough

sulfhce ﬁomwﬁgctur t hdher &) stgpdrsedf i Gie dlaste laminate; filnsds are

perpendicul gr .to the |qngitudi nal heat sealed _portion 4, ' The | ateral heat

seal ed 5%??38%35% %ﬁrﬁq}%@%&oﬁk}rgﬁt Ogé%ﬂeed’f é’? OBROSYSs side edgephe

R At S R T RS S
shown in FIG. 8. These contact portions are heat-sealed in the
longitudinal direction to form the elongated tubular body 60 having the

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

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

20 intervals in the longitudinal direction thereof. The lateral heat sealed
portions 6, which are placed 1n the respective forward positions relative
to the rough surface portions 7 in the traveling direction of the cut strip
53, are perpendicular to the longitudinal heat sealed portion 4.

The lateral heat sealed portions 6 form the second heat sealed

25 portions, i.e., the bottom heaf sealed portions of the packaging bags.
The slitting step is carried out as mentioned above, so as to maintain the
prescribed distance "L" between the rough surface portion 7 formed on

the strip-shaped laminate film 52 and the respective side edge 54a of the
cut strips 53 of the plastic laminate film. As a result, the rough surface




prescri bed di stance "L" between the rough surface portidn 7 fornmed@ gnﬂovtm
strip-shaped lamnate film52 and the respective side edge 54a of the cut

strips the plastic lamnate film As a result, the rough surface 0 9
NOV 206&8\7(2;"?)’??%92459 PCT/ JP02/ 04133 portions 7 are to b%é}?f R0&%3n t he

si de edge portions of the packaging bags to be manufactured, respectively.
After conpletion of the heat-sealing step, the tubular body 60 is cut
sequentpoations 7 @redio dut phacephionl tie¢ dide tdupe pbetiahs hefathes palckdgpng ti on 6
51 in the respective place between the rough surface portion 7 and the

| at er albagsato beahedufantuires, Bspeietivelycor responds to the bottom heat seal ed

portion of the packagi n(%*bag to be manufactured, as shown jn FIG . 10. FIG
11 is an enl a6 SAERIIIoN RE therkeanseading step.dhe gubpjarg bedyi6hds t he

L L
L L e L R

Co { SN, L il waSEho LA L, AR oo s

on the upper si ere e héat seal e 5

| Mpossiduated PorHBh AT tHREPRACKFBIoEa P8 DY fAriUBcANUE HSshéwHSPFRY] ding  a

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

strict X®mntFIG. 0f ishe dakogedi viewt ofMtRgpoftidACAC UhtRIG.a10, Hhestidtangl i ng .
speed of the -tubular body, 'so as to prevent the defective products from
bei ng rbweuparciion eds cA® TFheontttirg 6fepisectaroiedubut is 4 yllater wihdcly i60 has a

linear cutting edge. Use of such a cutter 65 havi ng the liner cutting edge)

cah0 prawanelrom theatreangendf of Hiec datesal theat tPoTtiasy f aPY t #Bs.

packagi TG sthathgitRape g e ROE [HPEaLPaRT BralctoRonion § BRtlvent t he
25 ot he, PAGKAYINILRAN, LEAM P N (AR"RARH S REQYED (52180l tNfiace
corresponding to the lateral heat sealed portion 6, the packaging bag has
on the upper side thereof the heat sealed portion, which makes it

15 1impossible to'charge the packaging bag with the contents, thus providing
a defective product. In view of the above-mentioned fact, there is made
a strict control of the descending timing of the cutter and the traveling
speed of the tubular body, so as to prevent the defective products from
being manufactured.

20 The cutter 65 used to cut the tubular body 60 has a linear
cutting edge. Use of such a cutter 65 having the liner cutting edge can
provide the flat edge of the cut portion without irregularities.
Accordingly, each of the first and second heat sealed portions of the
packaging bag has the flat edge without irregularities so as to prevent the

25 other packaging bag from being damaged through contact of the
packaging bags with each other. On the contrary, it a cutter_66 having
the zigzag cutting edge 67 as shown in FIG. 12 is used to cut the tubular
body 60, the zigzag shape is formed on the front cut edge S5A and the rear
cut edge 6A, tl;.us causing possibility of damaging the other packaging



packagi ng bags with each other. On the contrary, it a cutter 66 haQiSnggy t2x8
zigzag cutting edge 67 as shown in FIG 12 is used to cut the tubular %ody
60, the zi z.ag shape is formed on the front cut edge 5A and the rear cut

edge GAWQ%{&” #3using possibility of damaging the ot her PEERRAIOAB309 NOV M
WO 02/ 0924: 59 PCT/JP02104133 bag. This may lead to formation of a hole in
t he packaging bag to be opened -unintentionally. It is possible to surely

preventbage Thikaghydeadas foreiaticeh Ng RilesIeash He tﬁ%[dkdg%gtt?{]& kgngd | y by
providing the flat edges on the first and second heat “seal ed portion. 5

After copphed iwmintefitibhallgut {1 i }ﬁiseﬂ:letﬁ@esa?&gagfa&rkagge C\m'agmg an

opened upper end are obtained. Such packagi ng bags 61 are fille Wth

li qui d BegHrem bringpianeder ket upntertidridly bgroppdingetidsiiat edhes

packagi ng tﬁagfs 61 are heat-seal ed, thus manufacturing the packagi ng bags

filled Mithe Hété‘é}ﬂ%‘?ﬁ@dahéahm@k@ portidiei r si de edge portions the (.)/10

rougﬁ surface rtions.servi as the tear-starting portion. \Wen the upper
|

portion of th ?cﬁ%ﬁ'i%@h%%d)r}l EsCYHInE St the Rackagingsbags &l maths from
th t] 7 i th t -starti ti , .which i
br ovi qedt SPTAF B LB o Pobiinda ™ shoh plieng bagt Bl ase i v hi
3, th PO 5 | ' b d. Th
method TRBHGURKSTC' Sy RAHCE or Refcht AR IS BIL ity i bE Be 11 g

t he bagpméiﬁgt Bagd® PRRE’ REMEsedIRg, Bg&%aﬁid}ﬁﬁﬁ@g&ﬁ#g ﬁ%%ﬁa%% t he

I nvention may be-manufactured 1 n accordance wt

packagi bagdddedangthmehne fcagiten 8 andhhheird6d edr 3f1d lehgédpdi‘twhé fge CONt €Nt S
(bﬁsed on an automatic filling system In the above-desScribed enbodi nent,
t

¢ O ourpughustiafacepuortionsssawing ng the tehe-stasting ploktibhng portion are
provi ded on both of the side edge portion and the rear heat seal ed portion
of the packagiWhepaide wnper pogtionwef theepackaging bag 1 is torn open with
the use of fingers from the rough surface portion 7 serving as the
tear-starting portion, which is provided on the side edge portion of the
packaging bag 1, as shown in FIG. 3, the liquid such as say sauce
15 received therein can be poured.
The method for manufacturing the packaging bags are described
above utilizing the bag manufacturing apparatus. The packaging bags
of the present invention may be manufactured in accordance with a
method in which the packaging bags are manufactured, while they are
20 filled with the contents based on an automatic filling system. In the
above-described embodiment, the rough surface portions serving as the
tear-starting portion are provided on both of the side edge portion and
the rear heat sealed portion of the packaging bag. The rough surface
portion may be provided only on the side edge portion of the packaging
25 bag, or only on the rear heat sealed portion thereof. In the embodiment
described above, the PE film layer is utilized to form the inner layer. An
EVA (ethylene-vinyl acetate) copolymer film or an L-LDPE film may be
used. Such a film may be provided in accordance with an extrusion

lamination method.



portion may be provi ded only on the side edge portion of the packa@i9 gy 2005
bag, or only on the rear heat sealed portion thereof. In the enbodi nent

descri k \ the PE filmlayer is utilized to formthe i.gner.|ayer. An
Re8 020y s

EVA (ethyléne-Vinyl acetate) copolyner filmor an L-LDP Mé’ﬁ be used.
Such a filmmy be provided in accordance with an extrusion |am nation

met hod. 09NO V20D5 WO 02/ 092459 PCT/ 002/ 0413 Now, description will be

gi ven bel ow oNomhedgsetiptipngwilgbe rngiveni belovheoff thetpdrdatgingabag norti on
has a width, which varies fromone of the pair of opposite side edge

por t i oNehichEheifirslehsaheealedepertion hag a peidthowhigh wraem fwrafone of

packagi bag 100 in.whi.ch the 5 jnner edge of the first heat seal ed
port i oﬁﬂ%ﬂﬁ“‘gj\?ﬁi"?ﬁoﬁgﬂﬂ € edge P‘?rék%'fsﬂcﬁﬁa’écggé"e%?r theregbnt ent s, ext ends

[ i | d i | | i he | i di | i i h "
pggﬁggi %gagagg‘%{)‘i ESIX%‘%% ?FI V‘ﬁ'—*ei”@t e Pg tﬁﬁ:fo?n o lijl?é&%%lg f@égﬁal ?%Elaeet he rear

f . hayi i 02. i b 100 i

e oo L oo P RLRE AIAT AR A BRGSRONRGREONATT 1o
edges QbcéRtn@PLpaté Got et Beheentd lehtd eé) ljgx%'a}@cén&" Jm.b%gﬁ%qg?‘ﬁﬁx%eg |:§ face of

the other thereof and heat-sealing themby a“prescri ormthe

t ubul artheddyngitandingl diketiogar Tea a&ﬁagﬁsﬂ% PRt 100 ddShodrdidgaty. sepl i ng the
Irs

upper and lower portions (i.e., the f and second opened portions) of

t he tubhdsathbditgnt datb 10t nuhdethippenr dade! haeinghehe w2al hdapaschleds (i:e.,
the first and second heat sealed portions) 104, 103, respectively. The

| oner RegtionedPRd Jhe ipsckaging baghd 09einmiahufictured doly hrimgingnihd 03 f or
hermetically closing the | ower opened portion has a constant width. The , -
upHer AuRerssurfage ot epgnof the oppasite sidg edgss ofetheplastipdamivate 104 for )

hermetigal |y .cl osing the upper opened portion has a ,w dth, decreases
gr adual 2| CRBLFSY W m%ﬁﬁe‘%quhé%cS{ﬁﬁ?siqfet@?déthee‘ag@%@?fi%‘?’é of the

bag b 0q*}'ea(ti—se‘:-.":\'ling,I B‘?eljnelg§ hhﬁpedsc%ﬁje% {erldﬁ'll % f%?r)n ttl'PeV\@LEgular body having

the rear heat sealed portion 102, and heat-sealing the upper and lower

portions (i.e., the first and second opened portions) of the tubular body to

15 form the upper and lower heat sealed portions (i.e., the first and second
heat sealed portions) 104, 103, respectively.

The lower heat sealed portion (i.e., the. second heat sealed

portion) 103 for hermetically closing the lower opened portion has a

constant width. The upper heat sealed portion (i.e., the first heat sealed

20 portion) 104 for hermetically closing the upper opened portion has a

width, decreases gradually and linearly from one of the opposite side

edge portions of the bag body (i.e., the left-hand side in FIG. 13) toward

the other thereof (i.e., the right-hand side in FIG. 13). As a result, the

packaging bag 100 is provided with the receiving space for the contents,

25 having a triangular shape, the top edge of which is placed on the right

and upper side in FIG. 13. Such an upper heét sealed portion 104 is

-provided on its left-hand edge with the rough surface portion 105 serving

as the tear-starting portion. The length “B” of the rough surface portion

105 is slightly longer than the maximum width “A” of the upper heat



the. other thereof (i.e., the right-hand side in FIG 13). As a resQI% Ngy'2e05
packagi ng bag 100 is provided with the receiving space for the contents, 25
havi ng | 4l ar shape, the top edge of which is plac t he right

and -uppg‘p5 éill eglén FIG 13. Such an upper heat seal ed por—?g@ﬁﬂ‘i@ilﬂs-- :
provided on its left-hand edge with the rough surface portion 105 serving
as the tear-starting portion. The length "B" of the rough surface portion
105 i s 8stalgHiportiasnd@f amahe defe-hand side thearedfl." A" of the upper heat 0 9 NOV
205 WD 02/ 092459 PCTI JP02104133 _seal ed portion 104 on the |left-hand side
thereof. In tH& Haekagkaginmbagohhavirg the heaitseaded @erpont 104 004 for

herm tigally,.cl.osi .the, upper portion and.the rqugh surface, portion 105,
the opelERGUFIRG EIRNE hETIaPE) PPHIGR B4 thectoristh PHEACsUBITEAR 195 5
portion 5 i,d -openi ng. hayi. the desired sjze i ch_can be

vari ed F}%Qa%@%rgégngg)e%(gga&us% -%\{’6%{%r%%sé§snw8fleibﬁej&?¥$ at4/2%Ghen the
paclkggi | Of | [ . t e Lan 1nghc di.py the
r ef erenggrﬁgﬂnera %%%&%épa%oégéﬁﬁﬁa%%ﬁsé Fl[e{%at | \3%%%%’ tdﬁfel% %IE%I F§ of the
upper edafiedf in ABcPATARE Rt udebd gf@&léﬁﬂ:eba‘M&Eb 3pkeifrbilyelwhdfl smal |
size is provided. Wen the packaging bag 100 is torn ﬁOI’IZOI‘l ally fromthe
por t i onthe ¢giackhgihdbaight00 db aoen deorixoretally ft&@Cthd Pottioh iHieated B openi ng
having a relatively large size is provided. In addition, the inner edge of
t he fir the referesealmsanpoal 105akG4108h| vhiclefis remntivedy ineite vichgitgpdce f or
the contents, extends linearly and obliquely relative to 15 the

| ongi t uhaanpaer @stgeonf thkepstkeging bhg, dhendpenicen hayingra eelatively

' dance with a user's preference. The upper heat seal ed portion 114 of
(ChaY acrinplgiassg prvided” R the Rackreishbagniive iagommdwrzantale 14, | n

such a packaging hag, (110, Lhs | qver feat. sealed pqdd.on ddd Jagpd e

const an

the opening having a relatively large size is provided. In addition, the
inner edge of the first heat sealed portion 104, which defines the
receiving space for the contents, extends linearly and obliquely relative to
15 the longitudinal direction, the size of the opening can be varied in
accordance with a user’s preference.
The upper heat sealed portion 114 of the packaging bag 110 may
have the different shape as shown in FIG. 14. In such a packaging bag
110, the lower heat sealed portion 113 has the constant width, but the
20 upper heat sealed portion 114 has the zigzag shape so that the vertical
width of the upper heat sealed portion 114 increases stepwise from the.
right-hand side toward the left-hand side in FIG. 14. As a result, the
receiving space for the contents has a specific shape, which is narrowed
stepwise upward. The upper heat sealed portion 114 of the packaging
25 Dbag as shown in FIG. 14 has the two-stepped shape. The present
invention is not limited only to such an embodiment. The upper heat
sealed portion 114 may have the three or more-stepped shape.
In the packaging bag 110 as shown in FIG. 14, the rough surface

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



20 upper heat sealed portion 114 has the zigzag shape so that the 93 jjpy2doos
wi dth of the upper heat sealed portion 114 increases stepwi se fromthe.
right-hand side toward the left-hand side in FIG 14. As a result, the
recei viMOP2BA8 for the contents has a specific shape, RRTERO¥&1¥arr owned
stepwi se upward. The upper heat seal ed portion 114 of the packagi ng 25 bag
as shown in FIG 14 has the two-stepped shape. The present invention is
not | imedteceatdd/ partiuchl Bh eviiioHi hewst thd heaxiyperm heddth s edMuaet i on 114
may have the three or nore-stepped shape. In the packaging bag 110 as shown
i n FI Gperafically, thegtertical deregtip DY i efntlid Sought susfdop pertaedsl byeis t he

| eft-hand portion of the upper 09NOV2005 WD 02/092459 PCT/JP02/ 04133 heat
seal edShightdy dongauthamiths abeyermentignedumagioum ~widthyiiz’s  specifical ly,

h i cal .| h "D of th h surf i on 115 i l'i ght | "

Longer t han dRcth Beckagia bred LILARTE tehaat eelot perios ddmgify bag 110

hawi nNg,.t.h t | ed ] d 5 th h f tion 115, .

s Pl SR R tan 115, hefd dre ptefiaed 1Bkt B AEBHBI B on”115a
i °e . en

Coul £TRART R, 1B hBCpdibh $18R SfiliMhdihg [ TS WSh Shitthg d ) the

| nt er nggh @i{ﬁ)éiﬁ&s@@&ai,-::qﬁgth%hﬁomd 1a5bl taprdspodidiy ety debenbieat
seal ed portion 114. 1 15 shows the other enbodinent of the packaging

bag- 126tepf setvingpis thstintomMasdias. st€peand cliiagiing poaitidA 01 15c foeatieded Wi th a
recei ving space for the contents, which has a truncated isosceles

t ri angbelaw the preat Bealghpbadondl Bag 120 is manufactured by bringing the
upper surface of one of the opposite side edges of the plastic |amnate 15 .
flOm i nt o corffl&et 1 Yishowshthe ppaer enpbioslimentt eftheopadkaging bag 120dof L)
heat -sealing them by a_prescribed width to formthe tubular body having
the reit HYEseRdalREHiNRi onlho oPackrEiRgathage 3G gist Rsouisksst lBower

,P grt | Ornesceg\iriheg' ’sﬁahc% fthlr_sh_lg ngorslgecn%rs]fj o ?crﬁ dh%%r tai Otr{‘%l)nc(gteéh?sés%% elzsar body
triangular shape. The packaging bag 120 is manufactured by bringing
the upper surface of one of the opposite side edges of the plastic laminate

15 film into contact with the upper surface of the other thereof and

heat-sealing them by a prescribed width to form the tubular body having
the rear heat sealed portion 122, and heat-sealing the upper and lower
 portions (i.e., the first and second opened portions) of the tubular body to
form the upper and lower heat sealed portions (i.e., the first and second

20 heat sealed portions) 124, 123, respectively.

The lower heat sealed portion (i.e., the second heat sealed
portion) 123 for hermetically closing the lower opened portion has a
constant width. The upper heat sealed portion has a specific shape so
that the receiving space for the contents has on its upper side the

25 truncated isosceles triangular shape. As a result, the upper side of the

receiving space is gradually narrowed upward. Such an upper heat
sealed portion 124 is provided on the opposite side edges with the rough

surface portions 125 serving as the tear-starting portion. The length “F”

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

- - 20 -



formthe upper and |ower heat sealed portions (i.e., the first andﬂ&bqgv@nm
20 heat seal ed portions) 124, 123, respectlyely. ThefIOMﬁr he?F SF?Ied
ortion i J&he second heat sealed portion) 123 for hernetically
Elosing‘ﬁﬁéﬁwgﬁg? opened portion has a constant width. THel'¥9p8#13heat

seal ed portion has a specific shape so that the receiving space for the

tents _has on it r side the 25 truncated isosceles triangular _
' gﬁgpe. : WP@%W@FHP‘Eg rURPeeheat sealedrpartion hd4space is gradual |y

' i i ded on the
nar r owed upwar LC n u (_h seal e rtion 124 is provi
i el d
t ear - st HdrRBidROK! LRI % i -
portions 125 }s_ glt i gh'g'li1 F@ong%%ﬁén@ﬁf M?@Folﬁ%%:h ED%%E%ZII?‘EW%? rn‘ioz(lonum
wi dt h " B23f tHhepdRie opeAlticie ti f;
havi ng t he heat gealﬂggcrj go][t ion 124 ?’gt? %gg%\ iiiggargf)yh@;giﬁ‘r}@qif&% _ ﬁran

or t bon purdicnhé 250 pgivides fac ®pRalihd Hivind2the HBSIE ! -
grbitrary positionpon t he rougﬁ sugfface é portion Q%&prow gié_s an ‘openi ng
havi ng tvaetedksn ractosiance whithha aaserhe proferefbe. MVRFEOSSINGEAIN | Rt diser' s
preference. Mre specifically, when the packaging bag 12(? s torn
hor i zontthe| Ragkagingtag d0i isntarndherirentdlly frone thef poeine indivated 1?152'5& o
which igsrelatively in the vicinity of the upper edge of the packagi ng bag
120, t héSpEHFFPFageral d 238, vighichl dssrelativelyzéni ﬁlqommm:xjilgdgtf\ngmg tPﬁ
- ! - - - . . . e
packagi 00 is. torn horizontally fromthe portion indicdte y :
K fte s i e gl pided
| ovi ; on or _ .
eci(;(ﬁmssS ar ges?ﬁf3 F%Bé(g‘?{i%{ibnw%%%hf: i a_&iﬂgs ciﬂfélolﬁ P %%?O%?él%ﬂas -
orti on fledfh, [ ; e ! 3 X : :
gt raight i ng\gtgg?gngi %Eﬁé%%ﬁegﬁg‘i}{? i%e.ﬁ:llqg% If@ggﬁ%&%ﬁffé | nglffe g ’Z?er ecti on,
the si zepehih@hHAAR DGekaivelPTadi 584 s pRGHARY: otti
pr ef erengg. T%e heatg segl ed p}grtions areS Brow ged as I'n the sa Oj?aenner as
torn descends, the size of the opening becomes larger. In addition, the
inner edge of the first heat sealed portion 124, which defines the
15 receiving space for the contents, has two straight lines extending
obliquely relative to the longitudinal direction, the size of the opening can
be varied in accordance with a user’s preference.
The heat sealed portions are provided as in the same manner as
o the packaging bags 100, 110, 120 as shown in FIGS. 13 to 15. As a
: 20 result, even when different kinds of liquid having the different viscosi
ty
from each other are received in the packaging bags 100, 110, 120 having
the same shape, they can be torn open with an appropriate opening size,
which is suitable to the viscosity of the liquid. When liquid having a
_ ty q _
relatively low viscosity such as soy sauce is received in the packaging bag,
25 the packaging bag is torn open from the portion, which is placed
relatively in the vicinity of the upper edge of the bag, to pour the liquid
out. In case where the viscosity of the liquid is relatively. low, a relatively

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

from the packaging bags 100, 110, 120. On the contrary, when liquid
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t he. packagi ng bags 100, 110, 120 as shown in FIGS. 13 to 15. As a 0i9 R@v 2005
result, even when different kinds of liquid having the different viscosity
fromeach .ot her. are received in the packagi ng bags 100, 110, 120 having the
same shABSYPHEY can be torn open with an appropriate opBRIMBO2KIB  which
Is suitable to the viscosity of the liquid. Wien |iquid having a

relatively | ow viscosity such as soy sauce is received in the packagi ng
‘bag, 2%haHagpackekgtivglydaighs visaositypemchr am kbtchpap t oomawbhohises ipl aced -
relatively.in the vicinity of the upper edge of the bag, to pour the |iquid
out. | FeEaEE b the pRCkaZBgshbags JORE10; da0e o selosivaly wan |3%¢ of

relatively. small size,. ni n kes. i t. . possible t our _.the |jquid out
smoot hIP W&W%@é&%‘ﬂﬁ%é@@lﬁ ,?lﬂiﬁ‘,ip%g@m@qﬂ?&ea&fﬁfrpé?y, lhg&hen
l'iquid 0 / RCT/ JPQ2[ 04133 having. a rel atively high

vi gcosi%@%h&}g%%gﬁ%%%é yl%;a‘r’}rge&?@ FelePVRY I %ghﬁaﬁ(l’(‘é%bng bags
1005 L1k pértidil WniehViss Blded® of (AL inARENLIE, RS drbviihEi sl ¢ 1O
pour the li1qui'd out snmoothly erefrom Tn such a’case, e patkagi ng bag

are t orgpdriing RaGing #PeRtivel\? 14126126 t6 YA AR ﬁiaoaufwm Pﬂfw placed on

the inner side, thus providi'ng an opening having a relative arge size
to pour the |ilguadditiénsimothy widd f&d@édgbf@@m ofmehdle Sf tige gstaiAnki On of .
0

each of the packaging bags 100, 110, 120, the rough surface portion
servi ngoags t BO0, t ddi0,st 2@, ntheporeugn esuréacts pustion heseevigey past ithe of t he
upper heat 10 -seal ed portion, which has the maxi rumw dth. As a result,
the pderaitagtipggpondon extgnds2ovenrthise edge rpagim fofothanyppesitiéain of the
okl SRS T RoBiEn, wIvbich | hger Shel fheRevpe ity bAgs A0GSL0 thezd of ¢ )
LS ORI Bagh 11D, FRECI TR B B Rr BB el
seal ed RO Wit portion, thus ensuring an effect that the packaging bag
- can easily be torn open with fingers.

- In the packaging bags 100, 110, 120 of the above-described

15 embodiments of the present invention as shown in FIGS. 13 to 15, the
rough surface portion is provided on the upper heat sealed portion 104,

114, 124. The rough surface portion may however be provided on the
lower heat sealed portion or on both of the upper and lower heat sealed
portions.

20 In the packaging bas as shown in FIGS. 13 to 15, the rough
surface portions provided on the opposite surface of the rear heat sealed
portions 102, 112, 122 to the tear-starting portions 105, 115, 125 in the
same manner as the packaging bas as shown in FIG. 2.

According to the present invention as described in detail, an area

25 of portions of the plastic laminate film, which are heat-sealed, can be
reduced in comparison with a case where the three side-sealed bag or the
four side-sealed bag is obtained with the use of the plastic laminate film

baving the same area. When the packaging bag is manufactured as a

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



114, 124. The rough surface portion may however be provided on the( 9l pyenmes
heat seal ed portion or on both of the upper and | ower heat sealed -
portions. 20 In the packagi ng bas as shown in FIGS. 13 to 15, the rough
surface portions provided on the opposite surface of the rear heat seal ed
por t i thespladiit; lafrikate fihd. trocaseewhees asy alumimgmgoit tayenis ridSnclddéd itz i n t he

sane npner_  as ckagin as _as _sh in FIG 2. Accordi to the

o1 o5 ehBSIh sfate i 13 Dt fectanng Sestit e bfickain bag o6F Bedeafisd byt he

pl ast agditie thetpackaging baly cdn providteayose akpskn-barieP BrofefUaAitH |8 conpari son
with a case where the three s|de-sealed bag or the four "side-sealed bag is
obt ai fitRptaptiallyaqsialiothgPagagmo-Rag weludingthealymingm RdVayRy. t he same area.
When t he packaging bag is manufactured as a small packaging bas in the
formof stick, it is possible to utilize effectively C9 NOV 2Mb the

pl astincadditiomdn &d present inveatieniheheatsgalad pottiomhasoa widthywhichsvarists

i ncl ' . At | ' ' . uring c of the
packapig T8 e P ddarsBE s Bage btiebn o RE thE Bl g eEldhuS naiiaa  de a
good_ibp?gﬁpleuanéarrthlarpank_ ag;r}gmig?pem wimmtanpmpdd_ r@iaélopenmvgﬁéizémthe packagi ng
ag I1ncludging the alum nu Ol er. n 1Qn, I.n the present

i nven"i“?‘i?ﬁ‘,ga'?‘??ewﬂlééﬂscgﬁ' 8 ochr]t%'ﬁght@e !fngﬁ'l ﬂ‘{ t“ﬁﬁ?%’h“@ﬁlﬁ'@s"‘:f)”f'?ﬁl'ﬁ one of the
pai r Qfg_hﬂ?m‘igérfthérhd%#ﬁ&ﬁnmr\&idﬂﬂéf&@Wﬁbﬂséé]éd%bhﬂfn. heebRMgly [thes maki ng
it possible to tear thevﬁack-agl ng bag open wi th an appropriiate opening

si ze PaFkagingBRg AR PePIhoReR Feg] any BesiidtolibateargartingrartioRit h of t he
tear-starting portionis slightly |onger than the maximu mw dth of the
heat seal ed portion. Accordingly, the packaging bag can be torn open from
any plogitherotheofipperanddawes (ia et, ithe) fipst and secend) haat sealed pastiens hasi theoflatr (i .

7 oot BRuORoARRREG nIE Rre R G g Biisk BA%AiR0 baf rerfheisdl imamd e

t hr ouhrowgmtantactodf thé apkagingibags vdthseadht dtheach ot her. ~ 3 CONOV2005 CLAI M5



A packagi ng bag conprising: a bag body made of a plastic |aninate fiSINOV 2006
having a pair of opposite side edges, said bag body being fornmed by
bringing said pair of opposite side edges into contact with each other and
heat -sealing them over their entirety to forma tubular shaped body having
a rear heat sealed portion (102, 112, 122), and collapsing said tubular
shaped body into a flatten shaped body having a front face (101, 111, 121),
a rear face opposing said front face (101, 111, 121), a pair of opposite
si de edge por- tions connecting said front face (101, 111, 121) and said
rear face to each other, a first opened portion and a second opened
portion opposing said first opened portion, said rear heat seal ed portion
(102, 112, 122) being placed on said rear face; a first heat sealed portion
(104, 114, 124) being forned by heat-sealing said first opened portion; a
second heat seal ed portion (103, 113, 123) being fornmed by heat-sealing
said sec- ond opened portion; and a tear-starting portion (105, 115, 125)
from whighaped packaging bag is to be torn open, said tear-starting
portion (105, 115, 125) being provided on at |east one of said pair of
opposite side edge portions, said tear-starting portion (105, 115, 125)
conprising a plurality of fine concavities opening outwardly characterized
in that: at |east one of said first heat sealed portion (104, 114, 124) and
saild second HeRACkaging PAgFEOMANGIA 103, 113, 123) is provided with said

heat scal ed Gort] Zﬂr?‘?’?l“&é,eé1‘1"1%1%%%@@2%?@2@%3&3 & of MpBatd e on '
(103, 1xsiges2sgidhag body bieing fammed by dringing sajthpaiteof sippesitel sideatdgex into
201 ng begatyaitpEabiychet"nd RUEE CodigRndfi oVRE IR, eptFRG o B A bEF  on
(105, 1khap2d BAlNMRAE a red2hpat segied podibrai 02p4n2 NRd)arha toflapsing. sai ch
(305°° 1 1802580 SREF Bod It & naki8R'shAfed B34 ha0ing' fonttacs Tot #1139 % ' ©"
rear face opposing said front face (101, 111, 121), a pair of opposite side edge por-
tions connecting said front face (101, 111, 121) and said rear face to each other, a
first opened portion and a second opened portion opposing said first opened portion,
said rear heat sealed portion (102, 112, 122) being placed on said reér face;
a first heat sealed portion (104, 114, 124) being formed by heat-sealing said first
opened portion;
a second heat sealed portion (103, 113, 123) being formed by heat-sealing said sec-
ond opened portion; and
a tear-starting portion (105, 115, 125) from which said packaging bag is to be torn
open, said tear-starting portion (105, 1156, 125) being provided on at least one of
said pair of opposite side edge portions, said tear-starting portion (105, 115, 125)
~ comprising a plurality of fine concavities opening outwardly
characterized in that:
at least one of said first heat sealed portion (104, 114, 124) and said second heat
sealed portion (103, 113, 123) is provided with said tear-starting portion (105, 115.
125); and
said at least one of said first heat sealed portion (104, 114, 124) and said second
heat sealed portion (103, 113. 123) has a width, which varies from one of said
pair of opposite side edge portions toward an other thereof, enabling said pack-
aging bag to be tomn in an arbitrary position in said tear-starting portion (105, 115,
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2. The packaging bag as clainmed in Claim1l1, wherein: said width gr(hdu@lvlm.
decreases fromsaid one of said pair of opposite side edge portions toward
said other thereof. 3. The packaging bag as clainmed in Caim?2, wherein:
said tear-starting portion (105, 115, 125) is provided on said one of said
pair of oppo- site side edge portions so as to extend over an entirety of
said width having a nmaxi nrumvalue. 4. The packagi ng bag as clained in any
one of C a{g 1 to 3, wherein: said plastic lam nate film conprises an
oriented pl2¥t!? PreYifmangraning:having azsizeawhich earied imyacordihca WigO! | ent ed

pl astic rag} i ' 3 o . , Id tear-starting
portion (10?{%% g?ﬁlfgg';l\é?@q?gf%%g'dm(ﬁh%ﬁ'é‘ﬂ?_’gg%ﬁast ic filmlayer. 5.
The packagi ng bag as claimed in Claim4, wherein: said oriented plastic

fil |%[-)| ayer is U¥hpaekaging bagiassigimedde Glaith1,awiperejnyi nyl i dene chloride film
| ayer. 6. sdid8wi | ' in Claim4, wherein; said oriented
plastic fi %]ga?llg%?@gég%g? gr at s :ﬂt%‘sﬁ? %ﬁ@%esq%@%P?'ﬁggomﬁ-%@QQeed

met al - | i dPArkgis toward saisi pthek thgireof. bag as clained in any one of Clains 1 to
3, 5 and 6, wherein: each of said first heat sealed portion (104, 114,

1243 and sai d et nortian. 113 123) h flat edge.
8. ?hgnpazﬁggi?\?@% as_c?i?ﬁ%g%"ﬂgﬁda?%"&gm&nn: eaZ:h gfs 2ai dafi(ras'?e
heat se&Rkdtegesiarting pedion (108, 1124253 impealdedstrsid oRaals saRPb&F of BERS. ON

103, 113 dae. 2
( sitd SRl 84Ge BoftloRtt s8%%%0 eend over an entirety of said width having a
maximum value.

4, - The packaging bag as claimed in any one of Claims 1 to 3, wherein:
said plastic laminate film comprises an oriented plastic film layer serving as an outer
layer and a non-oriented plastic resin layer serving as an inner layer; and
said tear-starting portion (105, 115, 125) is formed on said oriented plastic film layer.

5. The packaging bag as claimed in Claim 4, wherein:

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

6. The packaging bag as claimed in Claim 4, wherein;

said oriented plastic film layer is coated at its inner side with a vapor-deposited metal-
lic layer.

7. The packaging bag as claimed in any one of Claims 1 to 3, 5 and 6, wherein:
each of said first heat sealed portion (104, 114, 124) and said second heat sealed
portion (103, 113, 123) has a flat edge.

8. The packaging bag as claimed in Claim 4, wherein:
each of said first heat sealed portion (104, 114, 124) and said second heat sealed
portion (103, 113, 123) has a flat edge.
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