RECLOSABLE PACKAG NG BAG AND METHOD FOR MANUFACTURI NG SAME BACKGROUND OF
THE I NVENTION Field of the Invention 5 The present invention relates to a
packagi ng bag that can be reopened and reclosed, and a nethod for

manuf acturi ng such a recl osabl e packagi ng bag. Description of the Rel ated
Art A recl osabl e packagi ng bag 1, which has conventionally been used, 10

conprises a nain bag bogﬁcl % E%?@.%?E{A{}?ﬁ e]ggercig]@? shown in FIG 25.

The main bag body 7 is forned pl acing plastic film

mterial 2, 3 one Uponanaiber Fend MERUTSRELRNNEAQPROSI te Si de edges

and the Iomer edge of themso that the main bag body 7 has an upper

openi ng portion 8 and heat-seal ed portions 4, 5, 6. The linear fastener 9
15 is prpwCkd ROUNTE OMASIE SNMEICEI®RN t he opening portion 8 of the main
bag body 7. The opening edge of the recl osable packaging bag 1 is cl osed
by subjecting the opening edge to a heat sealing process after filling the
bag 1 widldtHdheomventi®n The |inear fastener 9 is conposed of a fastening
menber having a mal e- engaging portion and the other fastening nenber 20

havi a femal e-eng portl on h respect to the nmanufacturing nethod
of tqhg above- n@ﬁ?ﬂ&‘g e‘é’l‘@%’mﬂ% rﬁ&ﬁ@égﬁh@ PAGKAENE 1Nagedhat 451k 9 is

t off t h d to th dth of h t
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t he IineB‘r:l fﬁ% BLe9. 25 The one fastening rrerrber of the linear fastener 9

thus cut™i1s t orarily -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

i's tenpopekthytiendethe Related Art

A reclosable packaging bag 1, which has conventionally been used,

10 comprises a main bag body 7 and a linear fastener 9 as shown in FIG. 25.
The main bag body 7 is formed by placing two sheets of plastic film
material 2, 3 one upon another and heat-sealing the opposite side edges

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

15 is provided on the inner surface of the opening portion 8 of the main bag
body 7. The opening edge of the reclosable packaging bag 1 is closed by
subjecting the opening edge to a heat sealing process after filling the bag 1

with the contents. The linear fastener 9 is composed of a fastening
member having a male-engaging portion and the other fastening member

20  having a female-engaging portion.

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

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




on the inner surface of the one edge of the sheet 3. The heat-sealing
process, which is applied to the sheets 2, 3 to formthe main bag body 7, 5
causes the fastening nenbers of the |inear fastener 9 to be secured firmy
on the inner surface of the main bag body 7. In the above-nentioned
conventional reclosabl e packaging bag, the linear fastener 9 extends
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is therQﬁx@r’cﬁeaiﬁh@ﬁ%@ﬂfa&h@fﬁi@ﬂqéjﬁrbﬁgtﬁoid@wpff the linear fastener to the
| ength, which is identical to the width of the sheets of plastic film

material, and the step for 20 bonding the fastening nenbers for the |inear
fastener on théni thernbsvefmeasicofed hensbrebaabdireploaasbie fadkmenmg a5dgl are
essential to the method for manufacturing the above-nentioned reclosable
packagi ndlcbdigear| nstenaindhexiengs cxesiinguslyf fronertdye payebedgesof itheed. | n
general ,, the recl osabl e packaging bag has so small rigidity that 25 the
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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
oppo_site sides of the main bag body. A required period of time for the

heat-sealing process is therefore extended.

The step for cutting off the linear fastener to the length, which is

identical to the width of the sheets of plastic film material, and the step for

20 bonding the fastening members for the linear fastener on the inner
surfaces of the sheets of plastic film material are essential to the method

for manufacturing the above-mentioned reclosable packaging bag.

Improvement in processing efficiency may be restricted.

In general, the reclosable packaging bag has so small rigidity that
25  the reclosable packaging bags receiving the contents cannot be exhibited

as merchandise in a stacked state.

SUMMARY OF THE INVENTION




met hod for manufacturing such a bag, which permit to reduce the period of
time for process and inprove the processing efficiency. 5 Another object of
the present invention is to provide a reclosable packaging bag, which is
stackable. In order to solve the object concerning the period of tine for
process and the processing efficiency, a reclosable packaging bag of the
present i nvent ifgh obdariraidés: puseatiavantay, bddgh hays ngeda inpeew md thorti on
and at | east gne  heat-sealed portion; and a |inear fastener provided on
sai d opeHPE-BEPETBAC T O9ATTESmaY KO péazgld@owecmﬁebbq packagingabag [ensear
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a pair of opp05| ng faces of said main bag body. The heat-seal ed portion
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faces. The recl osabl e packagi ng bag nmay conprise a
pl aced ipaSaigdngeidy, bagidotlystaeikdegdp a prescri bed shape ther eof. -3 The

sl eeve may be fol dable. The sl eeve may have a pair of projections each
having a triangular shape, said pair of projections being capabl e of
coming into connaetdas th solvbotheombgéctsabdceamiingbéye bodyodnal bienagor
Fol dabl e};')rocess and the processing efficiency, a reclosable packaging bag of the
present invention comprises:
10 a main bag body having an opening portion and at least one
heat-sealed portion; and
a linear fastener provided on said opening portion of said main
bag body,
wherein:
15 said linear fastener is provided along said opening portion of said
main bag body by an insert injection molding so as not to extend to said

heat-sealed portions.

The heat sealed portion may be provided on each of opposite sides

of said main bag body.

20 The heat sealed portion may be provided on one of a pair of

opposing faces of said main bag body.

The heat-sealed portion may be provided on a middle portion of

sald one of said pair of opposing faces.

The reclosable packaging bag may comprise a sleeve, which is

25  placed in said main bag body to keep a prescribed shape thereof.




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

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

Fi nger - hol es ey heleese feay ihe Kadablfet achabl e sl eeve portion to facilitate

its removal . The main bag body nmay be folded into a prescribed shape; and
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mal e-f ast eni ng nmenber. | at “porti ons may have auxiliary sealing neans,

said auxiliary 20 sealing neans being capable,of comng into contact with

each5ot her to Séal sleevepacey betweean 1sasd ohkabep@ibiconsinidiemahh fhag body
may have at | east one stopper portion for positioning said sleeve. In

order tovballvddies dbjeevicitionodrsaid gicnens tparkianl @ gridpersty b bedy.
recl osabl e packagi ng bag of the present invention conprises: a nmain bag _
body having an_openi ng portion and at | east one heat-seal ed portion; and a

linear fastener Y5 9¢Ftedndnhsdrd Bptfilinplpsieavsroatintluaing sccessidg body,
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enables the sleeve to relax from said prescribed three-dimensional shape.

10 Finger-holes may be formed in said detachable sleeve portion to

facilitate its removal.

The main bag body may be folded into a prescribed shape; and the
linear fastener may have easily bendable portions, which facilitates the

folding of said main bag body.

15 The linear fastener may have a female-fastening member and a
male-fastening member engageable therewith, and said easily bendable
portions may comprise flat portions, which are formed by removing

partially said female-fastening member and said male-fastening member.

The flat portions may have auxiliary sealing means, said auxiliary
20 sealing means being capable of coming into contact with each other to seal

a space between said flat portions.

The main bag body may have at least one stopper portion for

positioning said sieeve.

In order to solve the object concerning the stackable property, a




pl aced in said nmain bag body, said main bag body being folded into a
prescri bed three-di nensi onal shape defined by said sleeve so as to keep 10
sai d prescribed three-di nensional shape. In order to solve the object
concerning the period of tine for process and the processing efficiency, a
met hod of the present invention for manufacturing the recl osabl e packagi ng
bag conpieckestih@askegingbag of Hanpgreéserdtingadtioscardprisesar f ast eni ng
menbers on a prescrjbed i? po%ition of a sheet of filmpmaterial by an
insert inj ecti@nwm%@@ 0 s NEFING s PRESINE r RPA AL R Her 16284i ¢ i r st
and secaond Iinﬁar faztenu%? menbers bei ng engageable with each other to
forma I1odarcH S (RAIFEO™1YIYi ng sai d sheet of film material having said
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ot her; Real; seal ing each of opposite portions of said sheet of film
material thus fTolded to form side heat-seal ed portions. In order to solve
t he obj ect conggigicng: the period of time for process and the processing
ef ficiency, another method of the present 25 invention for nmanufacturing
t he recl osabl e spat kagiosgbbapgackapitigslesg finehesicepspobes aadtdvryodsich ior m ng
first and second |inear fastening nenbers on a prescribed position of a
rol | ed stlecpdon paidnmatretiag® bogyarsaidisepin bag ibgdecbeng dolddidnintsoaas to
be spaced fromeach other, said first and second _|linear fastening nenbers
bei ng enf&geRICE iieR-Sannsione ricHptined) Phreaid SRRVEne? ascit £FAB sai d
roll %d stri.p.of filmupmaterial into eparately 5 independent sheet of
fil r‘}] natsearlfjaﬁr;es?lbl?)&g]n%ﬁga I%%@Pngfsgﬁgﬁ material having said first and
second

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
Inear 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




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

heat - seal i ng each of opposite portions of said sheet of film 10 materi al
thus folded to form side heat-seal ed portions. The |linear fastener nmay
continuously be formed on said sheet of filmmaterial so as not to extend
to sai d IR&tIGEAIAEing B Bho bE $Pacadires ersihyathale s} Brst 2R SEEANAG t he

period of ti for . process and the processing efficiency, a further
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recl osa i bag conprises the steps of: folding a single sheet of
fi|n1naﬁg§?§?&$%g%§g to prepare a non- joined nmain bag body, upper and
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20 fol di ng upper portions of sai n-J ol ned main ody so-as to

sepapat gntiepbheash selcheloftinf aidfeaigpai r of bent portions; placing said pair
of bent portions in a linear-fastener nolding nachine; continuously

form ng fist afdldsegosuidl sheetr of ditremhagri@nberid enid 2bsa dridigatohdst ener
on inner surfaces of said pair of bent portions of said main body by an
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The linear fastener may continuously be formed on said sheet of

film material so as not to extend to said heat-sealed portions.

In order to solve the object concerning the period of time for
process and the processing efficiency, a further another method of the
15 present invention for manufacturing the reclosable packaging bag
comprises the steps of:
folding a single sheet of film material in two to prepare a non-
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




folding a single sheet of filmmaterial in tw to prepare a non- joined
mai n bag body, upper and | ower edges and one of opposite side edges of

whi ch have not as yet been joined with each other; formng a cut-out on an
upper end of the other of said opposite 10 side edges of said non-joined
mai n bag body; fol di ng upper portions of said non-joined main bag body so
as to 0@%%3?%f%e¥ﬁgﬁ¥ééﬁh other to forma pair of bent portions, said
upper portions having a | ength correspondlng to a length of said cut-out;
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and said one of opposite side edges of "said non-joined main bag body over

t hei 5 entdmeptigearntiehstapssdal i ng only said upper end of said other of said
opposi te side edges of said non-joined main bag body. In order to solve
t he obj ect condeldinga tsieglseshodt of filimenatarial2h pwocts prapdrd ke npnecessi ng
efficiency, still further another nethod of the present invention for
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ar e 1opengde 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 sai& pair of bent portions of said
non-jeined main bag body by an insert injection molding, respectively,
excluding opposite side edges thereof; and
20 heat-sealing said lower edge and said one of opposite side edges of
said non-joined main bag body over their entirety and heat-sealing only
said upper end of said other of said opposite side edges of said non-joined

main bag body.

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

comprises the steps of:

placing opposite edges of a single sheet of film material one upon




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

non-j oi ned mai n bag body by a prescribed distance; form ng cut-outs on
upper ends of said opposite side edges of said non joined nmain bag body;
10 fol di nl% @{)ﬁper & rtions of said non-joined main bag body so as to be
separ at ¢ oth’ e Hebealg g GV ri'aPpHLE POrtipBAto pEH e BREIC sheel abpln
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non-j oi nagk ke precpedy by an insert injection nolding, respectively,
excl udi ng opposite side edges thereof; and heat-sealing a | ower edge of
sai d 5non-j oi nedontihg 249 hegyorer ma0 bis teAlyl ek ¥lanstaheab-geal dng only
sai d upper ends of said opposite side edges of said non-joined main bag
body. | nhoatdeealed soitien {beateb) partcivone oniengl o hpoqies istide etiges nd $=0d
process and the processing efficiency, a still further another nethod of
the pred@ntiol mﬁl@nbéﬁg)%oﬁﬁrmf acpisschpechéistenteisabl e packagi ng bag 25
conprises the steps of: placing at |east two sheets of filmmaterial one

upon anot her t dOTIBIRBSHE OUISIHL PHINKEE TS o Srig aRRRsitaupisleredass olovad

opposite left-hand. and right-hand side edges of which have not
as yet b%@rggﬁﬁ?eﬁggiamgb%?ﬁﬁgach ot her; folding upper portions of said at

} gf%foat ‘Sgi fhg]?tﬂglecﬁ%g];)%ﬁﬁéfﬁ&ﬁé of 21842 Bt AR At HoTY &2 s Qhher to
be separate from each other to form a pair of bent portions, said upper
portions having a length corresponding to a length of said cut-out;

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

15 continuously forfning fist and second linear fastening members for
a linear fastener on inner surfaces of said pair of bent portions of sajd
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 compriseé the steps of:

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

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

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




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

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

excl udi ng opposite side edges thereof; and 10 heat-sealing said | ower edge
and sai dvitbfeadiaathemd ri ght - hand S|de edges of said non-joined nmain bag
body over their entirety. The nethod may further conprise the step of
inserting a sl @k&iéngd%pp&re@mm@na opreedd ratuedst hapeshuiets aif dilmmimmatsatpibody
thereinto, aft Ietlon of the final step. 15 The met hod may further

conpri st Aid tg S%ﬁ’a stadioig At edher F‘bforfﬂéaeﬁiiﬁgo P HHeBeFIHRY shape of
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packggl r}ﬂacf“{h@ag of the present invention; FIG 2 is a viewillustrating
the I'i near fastener of the reclosable packagl ng bag as shown in FIG 1;

FIG 3 is a vi %Wn*tid&tﬁiél?tfbﬂgurggﬁ%%@m S @hd B8 ARtReON FQf nfe@h P AGrort he
| i near fastener as shown in FI 2; 25 FIG 4 is aviewillustrating

anot her eXiamwplrefastetdre onetrhod tatface8 dOsaidGalhef IHepgapoftasi€oers:ag shown
in FIG 2; FIG 5 is aviewillustrating the linear fastener, which is
formed inpn-aciemddaneien Waghboty by rearinkest efjectibor molgingt tspeasively,
illustrated in FIG 4; 5 FIG 6 is a Ian vi ew of anot her enbodi nent of
t he- red%ssaping opposite side edges thereofp

10 heat-sealing said lower edge and said left-hand and right-hand

side edges of said non-joined main bag body over their entirety.

The method may further comprise the step of inserting a sleeve for
keeping a prescribed shape of said main bag body thereinto, after

completion of the final step.

15 The method may further comprise the step of placing a sleeve for
keeping a prescribed shape of said main bag body in said non-joined main

gab body.
BRIEF DESCRIPTION OF THE DRAWINGS

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

20 bag of the present invention;

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

packaging bag as shown in FIG. 1;

FIG. 3 is a view 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




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

pl at e-shape are received; 10 FIG 8 is a viewillustrating the second stage
of the packagin process of the reclosabl e packagi ng bag of the present
inventidﬁ?HMﬁgﬁ%ﬁdﬁ“%ﬂh%ﬁ%©m¢%ﬁ§§ﬂKEMmm@Iﬂckéhtangular pl at e- shape are
received;, FIG 9 is aviewillustrating the third stage of the packagi ng
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pl ate-shape; FIG 11 is a plan view of another enbodi ment of the reclosable
20 packadi ng bag of the present invention; FIG 12 is a schematic view of a
sl eeve used in the recl osable packaging bag as showmn in FIG 11; FIG 13
is aspartial penspesticve plhewich ust sabing ampahlentbendad! eclpasleon of
the linear fastener of the recl osabl e packaging bag as shown in -10 FIG
11; FI Gpdekdging agosStisepreonal inwieemidrl;l ustrating an auxiliary sealing
means provided on the easily bendable portion as shown in FIG 13; FIG 15

is a cross-sectional viewillustrating a nodification of the 5 auxiliary
seal i ng neans &3$GsHowre Vigwrillg stratingtGe fingt iséage ecHEnpArkagingPIqdesst rat i ng
steps f

or nuf acturin he.recl osahl e packagi ng bag,of the present
Chventi ot U EeOPpbble Dacknging 0k v PrStarHt TG ot aF PEToRBe s or

contents having a rectangular plate-shape are received;

10 FIG. 8 is a view illustrating the second stage of the packaging
process of the reclosable packaging bag of the present invention, in which

the contents having a rectangular plate-shape are received;

FIG. 9 is a view illustrating the third stage of the packaging
process of the reclosable packaging bag of the present invention, in which

15 the contents having a rectangular plate-shape are received;

FIG. 10 is a view illustrating a packaged article, which is obtained
by filling the reclosable packaging bag with the contents having the

rectangular plate-shape;

FIG. 11 is a plan view of another embodiment of the reclosable

20  packaging bag of the present invention;

FIG. 12 is a schematic view of a sleeve used in the reclosable

packaging bag as shown in FiG. 11;

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

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




manuf acturi ng the recl osabl e packagi ng bag of the present invention; 10
FIG 18 is a plan view of further another enbodi nent of the reclosable
packagi ng bag of the present invention; FIG 19 is a partial enlarged view
illustrating the stopper portion of the reclosable packagi ng bag as shown

in FIG 18; FIG 20 is a viewillustrating a nodification of the sleeve as
showmn 15GnlH G 18; FIG 21 is aviewillustrating a nodification of the
sl eeve as shown in FIG 20; FIG 22 is a perspective viewillustrating an

exanple of a b 0 formation_npethod used.in the recl osabl.e packagi ng bag
of the present Cf:tI{ETOrTli}4n\1/%r§3t SRy gioal yievgil %{?@ﬁﬁggi% aHd ﬁplsﬁélﬁﬁﬁti ng

anot her l.e..Qf [ egd in the.fechqsabl e
packagi nlgl)é%gg I%foq}ti%%d Ogﬁﬁﬁﬁ%g%%ﬁd I%(@%%ﬁﬂ%é% %ﬁb‘?g 121 I\ﬁ(g'whlgl | ustrating
the bottom of the recl osable packaging bag, which is obtained by the

exanpl e. of the fhot tigntd ardrakk o ctiRid ofe@S11888WRid N aFhEdif3itidndrkhe 25 is
a plan view of the conventional reclosable packaging 5 bag. DETAILED

DESCRI PTANIi@Fy FelaliBRERERRER EVBORIWMENFSS. Ebodi nents of the present
invention will be described below with reference to the drawings. FIG 1
illustrates an _exanple in which a reclosabl e packaging bag 10 of the
present inventifdf.ild apl peldemate v idyaimdring steps oecinegadhetumagkagi ng
bag. The sel f-standi ng type recl osabl e packaging bag 10 conprises a main
bag body!MEareSIRPaD F IAEAANAS (ke ! M5 PIRETHATHCRHGR!

FIG. 17 is a schematic view illustrating the other steps for

manufacturing the reclosable packaging bag of the present invention;

10 FIG. 18 is a plan view of further another embodiment of the

reclosable packaging bag of the present invention;

FIG. 19 is a partial enlarged view illustrating the stopper portion of

the reclosable packaging bag as shown in FIG. 18;

FIG. 20 is a view illustrating a modification of the sleeve as shown

i5 in FIG. 18;

FIG. 21 is a view illustrating a modification of the sleeve as shown

in FIG. 20;

FIG. 22 is a perspective view illustrating an example of a bottom-
formation method used in the reclosable packaging bag of the present

20  invention;

FIG. 23 is a perspective view illustrating another example of a
bottom-formation method used in the reclosable packaging bag of the

present invention,;




body 14 is conposed of two sheets of filmmaterial 11, 12 for form ng the
opposite faces of the bag and of a sheet of filmmaterial 13 for formng
the 15 bottom of the bag. The |inear fastener 15 is provided on the inner
surface of the opening portion of the main bag body 14. The

above- rrentloned mai n bag body 14 is prepared by folding the sheet of film
material 13 in'tlo, 201 d8i ﬁgvﬁ%‘@ thustrrgngedhshosttan of| He nrdesale1s

between the respective | f the sheets of film20 material 11,
15 S0t HACKHATPGTAR RSy T8 I6F Ot e DF FaaE Hp Qb DI PR TORPAHRI 13 1 5
directe S g pposite side portions of the sheets of

film na?rglréw&%f &%@&7{10 (?n 2{3d§nﬁeat -seal ed portions 16, 16 and

heat -sealing the | ower portions of the sheets of filmmterial 11, 12 to

forma heal -segiied Joury RALhI flBvl bf (RE dhi ipiEnIRIIOONAE Shaglsngl 11 m

material 11, 12, 13 are fornmed of the sanme plastic filmmaterial~ such
a sheet mg,fl Immaterial, there -12 can be used for exanple a |l am nate

fil mcorrposed of a polyester film having a thickness of 12 u m an
alumnum foil having a thickness of 9 u mand a polyethylene filmhaving a
t hi cknesREFAIBBLUDRSGRIBTIGN GBI EHEI PREFERRBEeOMBOBDIPENESt er film

havi ng a thickness of 12 u mand a 5 polyethylene filmhaving a thickness
of 50 u m The above-nentioned |inear fastener 15 is conposed of a fenal e-
f ast eni ng rrerrb(,Erm%Q AHREDES Rl B2¢ a¥ceAnhgniveRbeR tollake dswrlhed Bew2.  The
| i near fas[he r 15is ﬁ{Oél ded al ong the opening end of the main bag body
14 and ha8"d W&Cﬁ Qor't%e 5%WHP%% to a value, which is obtained by 10
-subtracting the total width of the side heat- seal ed portions 16, 16 from

£2§e| \elgéll rﬁ \chg:tI?eq; 1121{’531"%@%&31{?3:%3 r ecl%g‘g ?aej packa géia%égbgtkgi%%raggﬂg\sle a
squape off FREtBRGharirfleaitrs igpapplitdSes s ascdf8tindidg type reclosable
packaging bag. The self-standing type reclosable packaging bag 10
comprises a main bag body 14 and a linear fastener 15. The main bag
body 14 is composed of two sheets of film material 11, 12 for forming the
opposite faces of the bag and of a sheet of film material 13 for forming the

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

of the opening portion of the main bag body 14,

The above-mentioned main bag body 14 is prepared by folding the
sheet of film material 13 in two, placing the thus folded sheet of film
material 13 between the respective lower portions of the sheets of film

20 material 11, 12 so that the folding edge 13a of the folded sheet of film
material 13 is directed upward, heat-sealing the opposite side portions of
the sheets of film material 11, 12 to form side heat-sealed portions 16, 16
and heat-sealing the lower portions of the sheets of 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




sel f-standi ng type recl osabl e packagi ng bag 10 can be deforned into a 15

cube or a rectangular parallelepiped. It is preferable to provide easily

bendabl e portions such as notches on portions to be bent of the fenale-

fasteni ng nenber 18 and the nal e-fasteni ng nenber 19 of the |inear

fastener_15.in_or eé)jo facilitgﬁe su%hﬁgefornation of. t he .bag. is also
c t

I £
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mai n bag-dagysdd. offhe peekanf atemagngeabenicdkdardother mahe-4@st gni ng.
menber 19 are joined to the upper portions 11 a, 12a of the sheets of film
mat e5i al pdigetitdehorfiltrtharaig abfgckodys b4 50r espect i vel y. The -13 opposite
si de edges of the upper portions 11 a, 12a are not joined with each other.
More specifically, the upper portions 1 la, 12a of the sheets of film
material 11, 1ZHenabeyryregletioppddinersiapicrenyds, isviiaposed of moferagleyet been

5 joined. wth each athe are ben t right angles_jin opposite directions
o as { OB EBEAPIE T b PRSER ToT el Steh Ao Do A i HEa % hus

. i 0. 1 [ - '
e o S0 BRSSP Rneng obBTRE hARPED Behg, e
resin i Shodygc Igétﬂecs g 1@1&%&1@%&}@%&&2@@@ 9348, 22 RlicH e ofk Sl be. .

nol di ng spaces hrough runners an-1nsert injection no
CongequediithtyactihBahbaad ewl@st sniHdsite - el drienal e - faabenikng menber
19 are joined onto the inner surfaces of the bent upper portions | |a,

12a. Eaocmtiof widid bttt erdimsbagibugiynbapes skvandn . mal e- f ast eni ng nenber
19 has .

Contents received in the self-standing type reclosable packaging
bag 10 may have a square or rectangular plate-shape. In such a case, the
self-standing type reclosable packaging bag 10 can be deformed into a

15 cube or a rectangular parallelepiped. It is preferable to provide easily
bendable portions such as notches on portions to be bent of the female-
fastening member 18 and the male-fastening member 19 of the linear
fastener 15 in order to facilitate such deformation of the bag. It is also
preferable to reduce the thickness of the both end portions of the female-

20 fastening member 18 and the male-fastening member 19 to form thin

portions.

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

25 of the main bag body 14. The female-fastening member 18 and the
male-fastening member 19 are joined to the upper portions 1la, 12a of the

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




a smaller length than the entire wdth of the main bag body 14. Mre 15
specifically, both of them have a |ength corresponding to a value, which is
obtai ned by subtracting the total width of the side heat-seal ed portions
16, 16 that are to be formed by a subsequent process, fromthe entire
width of the main bag body 14. FIG 4 illustrates an exanple in which the
f enal e- fARREHIH§ et ghsnplethc18PRRE PPREOTE 164 dsdcearngo higvped with eaah form
the line fastener 15 are joined to a sheet of filmmterial 30 prior to
t he forﬁ%@@5n of the main bag body 14. Mre specifically, the

femal e-fasteni ng nenber 18 and the mal e- fastening nmenber 19 are joined on

f f - fi terial.. 25 t
From oach ot et 9 SHoame Py e P g P Briart b e R b s B PP AT Rl EF e
30 bet H 1 : ' - j [
nj oot ey niher | 40F by Mg RRobbOSAF SIRFERATE RN A8 IR TR PR tare

fromsa gateedditH ebbe dther 32rd @eﬂpbﬂh@%ﬁﬁ%@§ irh Bﬁwghe GRS §4aRY an
insert injection nolding. The length of each of the fenale-fastening

menber 18 badepheatmimhastodnobtigemerties Ul erhadrtfoarsm 1hhe 2ai fleas Heast ener
15 is not identical with the entire width L of the main 5 bag body 14 to be
f or med, dgtPleasddatergnrliesdbaperti ajatdincarvialstener mvlding macbime ned by
subtracti,ng the total _w dth of the sjde heat-sealed portions 16, 16 that
are to BEIBRNEY MG &3 subSehucHntHesiceEesin pupiit e PAREHACHE deRIN 18f t he
tion wl ven. .bel ow of a.nmethod for 10

Tanuf act I et dBPHEBETA hG T8oh delbi PECRAging b MOdiPE [BECebher o
o 30 PRk PhoaReors 28, {1140 TRLSH el gooldBe PG 4 ang
the sheeheoferhalendRESIHAMEBLES 14 QA Bl LREIR PN A HdBber 19 are
joined onto the inner surfaces of the bent upper portions 11a, 12a. Each
of the female-fastening member 18 and the male-fastening member 19 has
a smaller length than the entire width of the main bag ‘body 14. More
15 specifically, both of them have a length corresponding to a value, which is
obtained by subtracting the total width of the side heat-sealed portions 16,

16 that are to be formed by a subsequent .process, from the entire width of

the main bag body 14.

FIG. 4 illustrates an example in which the female-fastening
20 member 18 and the male-fastening member 19 that form the linear
fastener 15 are joined to a sheet of film material 30 prior to the formation

of the main bag body 14.

More specifically, the female-fastening member 18 and the male-

fastening member 19 are joined on one surface of the sheet of film material

25 30 so as to be spaced apart from each other as shown in FIG. 4, by placing
the sheet of film material 30 between dies 31 and 32 of a linear-fastener

molding machine and injecting synthetic resin such as polyethylene resin




mai n bag body 14. 15 Then, the sheet of filmmaterial 13 for form ng the
bottom of the main bag body 14 is folded in twd. The fol ded sheet of film
material 13 is placed between the respective |ower portions of the sheets
of filmmterial 11, 12 so that the folding edge 13a of the fol ded sheet

| mmaterial " 11, 12 | ding edge 13: ded sheet
Lo 1 he 1Bl LR SRS 306761 A RC Shbet S0 Fi oot GV B SPECesabantEtne
heet of_fi ' 13 t0. . heat r.seal I ti 17... Then,
The. uppdl et are oy 14, trsde dPRGR ABEIRET e PBrPLicd O itial ng
t he heat € ' T L] t at
gt ang ey e PR PEAD e S HIE Tt LA IS BAOPR el 05 °

other. TR URRSF AN Is kvt iddAtihusibethe ¥RiR! WEAS beIeen gdiigs 20
and 21 of a linear-fastener nolding nachine as shown in FIG 3. -15 Then,

synt Bet ilsag ésidy Sdcho ds= potmpetihythantasesilangth poiryes ie@eto Leshiud,s
injected in a nolten state fromthe gate 22 of the die 21 to the nolding
spaces twhotyghs tdbdainathdéyssabiraz3dingy thhdotalswidth of ebeisde fdati-sepledso as
to extend on the bent upper portions 1lla, 12a that are placed 5 between the
di es 20 ROVIIIS P thifethehase 1 L Erercdndlyda rigt sehiensd. PTDESS sfenmébiec resin
injected into th | di,ng spaces [n.the nolten state is cooled in these
spaces. A Wé@ﬁ? ﬁz‘,)o t s :r[néa,;rzaﬁ%a_g é@ﬁjﬁn]idhg menber 18 and the mal e-fastening
menber 19 that formthe linear fastener 15 are joined on the inner

surfaces of INHUPPCLAOKELARS hill2 nd 2300y gl bl Dadindl M e

respectively. e 1eng each o efal e-Tastenin

‘mal gof asheriyTg-ABThen i ' ef mal l er than the
entire width %? the§%%%éégaggg%g)ﬁaﬁ?gtgffiﬁfg%ta n%%ﬁlgf t he side

heat - seal ed portions 16, 16. The bent upper portions | |la, 12a for the main
bag body 14 are&irst, there are prepared three sheets of film material, i.e., the

sheets of film material 11, 12 for forming the opposite faces of the main
bag body 14 and the sheet of film material 13 for forming the bottom of the
main bag body 14.

15 Then, the sheet of film material 13 for forming the bottom of the
main bag body 14 is folded in two. The folded sheet of film material 13 is
placed between the respective lower portions of the sheets of film material
11, 12 so that the folding edge 1_3a of the folded sheet of film material 13 is
dir_ected upward. A heat-sealing process is applied to the lower portions

20 of the sheets of film material 11, 12 and the sheet of film material 13 to

form a heat-sealed lower portion 17.

Then, the upper portions 11a, 12a of the sheets of film material 11,

12 having the heat-sealed lower portion 17 formed at their lower edges are

bent at right angles in opposite directions so as to be separate from each

25 other. The upper portions 11a, 12a thus bent are placed between dies 20

and 21 of a linear-fastener molding machine as shown in FIG. 3.




15 pl aced one upon another so that the mal e-fasteni ng nenber 19 engages
with the femal e-fastening nenber 18. A heat-sealing process is applied to
the opposite side portions of the sheets of filmmaterial 11, 12 to form
si de heat -seal ed porti ons 16, 16. The self-standing type recl osable

packagi ng bag ared in this mann 20 Now, ,description wll be
gi ven bel ow of FHP TeihGHa&C 3 PR eéhi’]ﬁP@efeéﬂIagfs%ﬂﬁ%ol? X)pac
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nol di ng ma ‘Shown synthetic resin
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32 to nol ding spaces through -16 unners 34, by an insert injection

ol dbng.beAsseanr @suliies 2Oeni@ral ef t}i@ﬁh@ﬁrﬁgsm%oﬂcﬁngnﬁathme The
mal e-fasteni ng nenber 19 are joined on the one surface of the part of the

rol | ed stymitpetic fédim mgeetedaint30 the meldimghepasepan dte tndierasthtotiker. The
| engt h of each of the fenmale-fastening 5 nmenber 18 and t he nmal e-fastening
menber 1@oled shdhese SPﬁaﬁSthéSe&nwwlt elfempleofastheinminebhgr B&dgnd4 by
the total wdth _of the side hea d portions he rolled strip
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intermediate line so that the fenal e-fastening

than the entire width of the main bag body 14 by the total width of the side

heat-sealed portions 16, 16.

The bent upper portions 1la, 12a for the main bag body 14 are

15 placed one upon another so that the male-fastening member 19 engages
with the female-fastening member 18. A heat-sealing process is applied

to the opposite side portions of the sheets of film material 11, 12 to form

side heat-sealed portions 16, 16. The self-standing type reclosable

packaging bag 10 is prepared in this manner.

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

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

First, a rolled strip of film material 30 is prepared. A part of the
rolled strip of film material 30, which is unrolled therefrom, is placed
between dies 31, 32 of a linear-fastener molding machine as shown in FIG.

25 4.

Then, synthetic resin such as polyethylene resin is injected in a

molten state from a gate 33 of the die 32 to molding spaces through




15 menber 18 and the nal e-fasteni ng nenber 19 engage with each other. A
heat - sealing process is applied to the opposite side portions of the sheet
of filmmterial 30, which has been folded in two, to formside
heat - seal ed portions 16, 16. The three-side-seal ed recl osabl e packagi ng
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| ower portions of the sheets of filmmterial 11, to forma | ower heat-
seal ed psggdrane ffom kachhetistreet Sheflehighim (bﬁh'eathade 1}1@ feZndiave stdeinicowe

heat -seal ed portion 17 fornmed on their |ower edges and the upper porti ons
| | ab 12aemini ¢B dad dhnonads fysicrbegmpoitmedl s sredddr ttdrerthe Erdire t he
upper portions | la, 12a of the sheets of filmmterial 11, 12 are bent at

right 5 Wifites afthegpein hacdbertidhy the sl widid ekl aids heamsealet ot her .

The upper F)Ol‘tl Bnﬁ 1 la, 12a thus bent are placed between the dies 20 and
21 of tREYGHAP: '8t ener nol di ng machine as shown in FIG 3. Then,
synthetic resin such as polyethylene resinis injected ina nolten state

fromthe gate %%é)ltoﬁé?fs&ﬁﬁ of fiidd talﬁgrlgp#igi R%icR ?1%%% gﬁjéﬁg 8%%3 tip%e bent

runners 23, 23 by an insert inj ec ion g, ‘SO as

upper poiiengher 18l and ke hat- fﬁ&?erﬁh%%@n?@éﬂ"@@ﬁoh@&i Qhéﬁeo%{) andy2Lgof  the

| i near-fastener nolding nachine. As a result femal e-fastening nenber
18 afd tdrnengmeﬂea@ttarmm@amﬂne@o&es edirg feth@vntite WwiArof G hages of

t he bent upper portions 1 la, 12a. e length of each of the 15

f emal e- flaag énidyy 1detbdre ferrand. t H‘élerram flaesttend higmmendoerisl B0 shas the
female-fastening member 18 and the male-fastening member 19 on the
opposite edges, as shown in FIG. 6. The cut sheet of film material 30 is
folded in two along the intermediate line so that the female-fastening

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

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

bag is prepare.d in this manner,

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

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

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

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

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

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

sealed portion 17,




previously determned to be smaller than the entire wdth of the main bag
body 14 by the total width of the side heat-sealed portions 16, 16. The
bent upper portions | la, 12a for the nmain bag body 14 are placed one upon
anot her so that the nal e-fastening menber 19 engages 20 with the
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havi ng a rectangul ar pl ate-shape.” The packaged article 40 conprises a

three- sigertiaad aday eiclosahhe PackagbngirhataAdriand 1t he eeataiitsal pgthtshown)
such as cookies, crackers -18 or the like, having the rectangul ar

pl at e- shapglesdoedppdsita dihectbays 40. as Reds ptpafatt Heoxonsentathieavi figet he
rectangul ar pl ate-shape in the three-side-seal ed reclosable g{gckagi ng bag
41 def orwBPehpopdagna il lisntl2an thushesdpricaplapad drdtalcepi haddies 2hewms 2h FI G

7, which S sid 5 corresponding to the shape of the contents. In this
case, a Cbggtrabtq ﬁﬁe%lf“?%%nﬁéd?ol%ﬁpgﬁn@g@%% Sthr?é"%inél%lﬁea?t-- seal ed portion, is
deforned into a flat portion, while the opposite faces of the bag expand
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bag so that the upper portion 42 projects fromt flat

por tiigon tihe flneniddbB, 2di bgfatﬂ aséft ihfethadmdiighdPRehsRerddteAd4s ehet he

t hree-si de-seal ed recl osabl e packaging bag 41 is fol ded al ong the upper

hori zontldnipltpper portitves 11%, d@at Bratsaragplabedvbetwedh @e 8ies AOeude itad f orm

t he packaged article 40 . )
the linear-fastener molding machine. As a result, the female-fastening
member 18 and the male-fastening member 19 are joined on the inner
surfaces of the bent upper portions 11a, 12a. The length of each of the

15 female-fastening member 18 and the male-fastening member 19 is

previously determined to be smaller than the entire width of the main bag

body 14 by the total width of the side heat-sealed portions 16, 16.

The bent upper portions 11la, 12a for the main bag body 14 are

placed one upon another so that the male-fastening member 19 engages

20 with the female-fastening member 18. A heat-sealing process is applied
to the opposite side portions of the sheets of film material 11, 12 to form

side heat-sealed portions 16, 16. The self-standing type reclosable

packaging bag is prepared in this manner.

FIG. 10 illustrates a packaged article, which is obtained by filling a

25 reclosable packaging bag with contents having a rectangular plate-shape.

The packaged article 40 comprises a three-side-sealed reciosable

packaging bag 41 and the contents {not shown) such as cookies, crackers




havi ng the rectangul ar shape as shown in FIG 10. The opposite side edges
of the upper portion 42 thus fol ded project fromthe above- nentioned fl at
portion including the side heat-seal ed portion. The projecting portion 43
is bent dowmward so as to be in parallel with the 20 vertical side plane of
is case, it |s erable to provide
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5 the opp05|te sides of it. Mire specifically, the nmain bag body 54 has an
openi ng kAt Waidppeelystry tlom sidhel Heled- dveaed geatied, perddfonseB6int66 drtt he
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opposi ng portions 51, 51 15 thereof. The e and en|
for the pomear 4Laptefeets from the above-mentioned flat portion in the width

direction of the bag.

The upper portion 42 of the three-side-sealed reclosable

packaging bag 41 is folded along the upper horizontal plane of the

15 contents as shown in FIG. 8, in order to form the packaged article 40
having the rectangular shape as shown in FIG. 10. The opposite side
edges of the upper portion 42 thus folded project from the above-
mentioned flat portion including the side heat-sealed portion. The
projecting portion 43 is bent downward so as to be in parallel with the

20  wvertical side plane of the contents as shown in FIG. 9. In this case, it is
preferable to provide an easily bendable portion such as a notch on a
portion of the linear fastener 15, which corresponds to a bending line
along which the projecting portion 43 is to be bent, thus permitting an

easy bending process of the projecting portion 43.

25 Now, description will be given below of the reclosable packaging
bag of the other embodiment of the present invention with reference to

FIGS. 11 and 12.

_— 19.,‘.,_




55 are provided on the portions of the sheet of filmmaterial, excepting
the heat-sealed portions 56, 56. The sleeve 60 is fornmed of bendabl e
mat eri al such as paper, synthetic resin or the like. The sleeve 60 is
conposed of a pair of 20 opposing front and rear face portions 60a, 60b

d [ f side f ti .60c, 60d that . i ded t
onnact the oppdth T T6858E BrCLARE Hasp D At PUAFS PABBPGRE B 80a% 60

W th ea?lri‘nu?éxhﬁ%sﬁ@ﬂgr %%vgndpc{gje%%quﬁs 60cx, 60dx having a triangul ar shape,
y. efr a

respective ont ~and rear ce portions 60a, 60b have the sane
rectangul ar shape. The 25 side face portions 60c, 60d have the sane

t | sh ' , bhb ; i iy N t ith
pent agonal shap@ée ingn bébQ)Q(ﬁ_}h%Qels%ﬁﬁé@%g?ﬁlﬁ?lghglggggslﬁgﬁ gl W

an isosceles triangle l|ocating below it. 0 ace portions

60c, 60dmhasrial frok@ong th0tHd fitdflg 1inkilebates dArARAriidR a8/ ERRhgPOr tion
inits width direction so as to extend the |ongitudinal direction, "as

showd i nttRl eppagita)sides obritli nifloye spckhdicdlbe vl ebthainybdmbedyh®s has an

t hree-di nensi onal structure as shown in FIG 12(a) and be folded in a flat
state asCRHHME fhile @Ppex(BYriyn wertithg ha-Sadededrtionspdrt Fonsn 6be, 60d
along the fol.ding, lines FL of the side face portions 60c, 60d, while

novi ng tHRPYBIAPIE S i nes FL outward. The sl eeve 60, which is kept in the
folded state as shown in FIG 12(b), is inserted into the main bag body 54

h h j Iy 60 0d N Wth th
Dot tom of ' ho- nan RS HOBRAy S LERIRINhG b P A orS e S, v on
bot ¢ om of . : t ¢ Ve, w
Shape as hoo) i B de S99 RS PRE% obbBRI S LI FEEETRR Th the

shap@ asMshevepddifiEhlGy, alehble-{altthauomtherdrmiisr hag Nedyr 7Awsss: 18 the
enbodi mrent as shown in 15 FIG 16(f) differs fromthe main bag body 54 as
shown i foFm@d da the inmer surface of one of the opposing portions 51, 52 of the
sheet of film material for forming the main bag body 534, in the vicinity of
the opening thereof, and a female-fastening member for the linear fastener
is formed on the inner surface of the other of the opposing portions 51, 51
15 thereof. The male and female-fastening members for the linear fastener

55 are provided on the portions of the sheet of film material, excepting the

heat-sealed portions 56, 56.

The sleeve 60 is formed of bendable material such as paper,

synthetic resin or the like. The sleeve 60 is composed of a pair of

20 opposing front and rear face portions 60a, 60b and a pair of side face
portions 60c, 60d that are provided so as to connect the opposite edges of

the front and rear face portions 60a, 60b with each other and have
projections 60cx, 60dx having a triangular shape, respectively. The front

and rear face portions 60a, 60b have the same rectangular shape. The

25 side face portions 60c, 60d have the same pentagonal shape, i.e., the
shape obtained by combining a rectangle with an isosceles triangle

locating below it. Each of the side face portions 60c, 60d has a folding




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

st andi ng shape can be provided by bending inward the projections 60cx,
60dx of the sleeve 60 together with the main bag body 54. The recl osabl e
packagi ng bag 50 can be changed into a stackabl e rectangular 20

par al | el 1epé pedwhvichasdhng ckhe Wntpa@lr;%d)ﬁfb% af 1tfsh§1dfﬁ'dlr@&9m?9@>és5c% as

shown in FIGS. 8, 9 and 10. The |linear Tastener 55 1s also bent so as to

coi nci decxtichll thee longittidhgal dircpaioal, |el epoped in EwE M@ig bardbRdinie upper
portions of the nmain bag body 54. The linear fastener 55 has eaS|Iy

bendabl ethposleren$RHH8havEThcahrehalimamsiFh@E shlicsarasstshdwagiihiFldt.e t he
above-nentioned _bendi ng operation. The linear fastener 55 has the
f emal e- f bdted sl beelobded 58 afi@t stale aleshmave- lﬁaEI(énﬂEQD)niéy‘rﬁEmé&anhet he

same manner Aas t he enbod s .shown ipn FI G The easjly bendabl e
por t i’ons® é’@ acgggogté%§lé(ge pQ% aHB"r& |t5ﬁsf01@\?rﬂccllnm§r8e Po@fwé]aeb? Eeld$¢i ng

"n the BEHSITY BOFt bBHe e Mol ot PR pBhg Lo Che upper

edges of the side face portions 60c, 60d of the sleeve 60. Accordingly,

the easily bendahl @e@@étéwn@h?@rg’ls ks 2@ ﬂ%@ﬁ%&@&% %Fé@g%hro%'zf{'ﬁ%} portion

nor mal e- engagi ng portion, provided In e ot her region, ‘and has

only thelffat ipliabertpar i@nthé tmhsn BAENRIRr §4pessittehO hend sashky the
| i near fastener 55 w thout causing 10 unseémy outward projection of the

bent porpigestionsescp; evidk agna initc eontackivith shabdbaone ofehtangid aag
paralleleplped shape of the recl osable packaging bag. The easily bendabl e
por tilonsbedeSAet limted only to the above- described structure. The easily
bendabl e portions nay be fornmed as 15 holes that are obtained by a

unchi ng operati.on or the like in the
P g op dh anging the shape OP 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 55 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




* correspondi ng bending portions of the femal e-fastening nenber 58 and the
mal e- fasteni ng nenber 59, thus facilitating the bending step. The fornmation
of the easily bendabl e portions 58a, 59a only in the bending portions of
the linear fastener 55 will suffice. The easily 20 bendabl e portions 58a,

o, o TR AT L S Pl L B R,
2, b 5 e PR Ry SHEL Rl
oob. SO P dAncAOpThe Al dtias 190 WRATE SamELe 3

i nt egr al hynhdhsBhend| e nROBIfaafeda fRmbee shefkge fRsiARLNGoRIMEr 58 so

as to project toward the -22 nmale-fastening nenber 58 and a pair of ribs
59b, 559h dhavhagoatibnsangutsFondingss-$ech ppar i <bf diesikierfaed portiegsal |y
with the flat portion 59a for the nmale-fastening nenber 59 so as to

proj ect @owared phéhtertades Phst dmicngdinmnptre B8siliThentdiaplepdrponsides of the
ribs 58b, 58b for the fenale 5 fastening nenber 58 cone into contact with
the tip ehhgsmaither SmakereqeivagamyticsoBor sralengagding Pestion RLURBNber
59, respectively, ,so as t i nprove t seal jn roperty between the flat
cor t1 onduggarovided SR TerethesalRicy, ardmesenbnind NRb Rt Boutgr s 1S o
in a st i I 1 he -, f i : 9 en ith the

ol o rereRrig FevbLy EPih ARUT R uBERE RenBih o I g, seo
and 1p9b, whs Faldiyn | [ i I : t .the
fe_mall%e- r%@%&v@[gou?)o%?wﬁ&ﬁ% O_? ggrri%llg- taé?t@?ﬁ% %ﬁg&@%&@ﬁ%? ﬂg(%f t he
hei ght abokhes $RicEaengagidienpaldrd Gareficldispesl %hfa%%t%ﬂ" fige NRIHIEE 158,
respectively. As a result, these ribs 58b, 58b and 59b, 59b do not

det eri orpdakddingdagi.l y 15 bendi ng property of the easily bendabl e portions
58a, 59a.

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

described structure. The easily bendable portions may be formed as

15 holes that are obtained by a punching operation or the like in the
corresponding bending portions of the female-fastening member 58 and

the male-fastening member 59, thus facilitating the bending step.

The formation of the easily bendable portions 58a, 59a only in the

bending portions of the linear fastener 55 will suffice. The easily

20 bendable portions 58a, 59a do not remarkably deteriorate the sealing

property by the linear fastener 55. However, when there is a demand for

an excellent sealing property of the reclosable packaging bag, it is

preferable to provide the easily bendabie portions 58a, 59a with auxiliary
sealing means 58b, 58b, 59b, 59b as shown in FIG. 14.

25 The auxiliary sealing means comprise a pair of ribs 58b, 58b
having a triangular cross-section, which are formed integrally with the flat

portion 58a for the female-fastening member 58 so as to project toward the




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

Provi si %a@—f&ﬁ%mﬁﬁ%én?xﬁ@yer afd, pAR oﬁ%%sifﬁbﬁ,h@wh%!vﬂgé )ébt‘?faﬁ afemal e-

recei vi ng portion a mal € engagl ng portion ‘nenti oned  above permts to

ensure aarbuéié&@%ioeﬁswbil&naréﬁﬁrhhff@ 1REQRENY YwitH B e gRAVSoRIM 5ORgEraHxi | i ary

sealing neans are not limted only to the above-nentioned structure. As
shown i nmkldfastenitpeyenrter 35 somy teerajdqai tovalrd ths fo9&le-39stedning a
trapezoi dal cross-section, which are fornmed integrally wth the flat

porti on rB8mMiar SBhe Thamtipe ehdspentiogs afetitreritisd 58b, &30 doprtbpeletmaiowar d t he
mal e-fastening nmenber 58 and a -23 pair of ribs 59c, 59c having a

t r apézoifaaicripgsgieseles oF, Coficc i tar eorGChedithi HiceliPat g RAttiONTeE! that

ti 59 | e- fast eni nber 5 t ject t dth
P ol o- 138t cif g RBnBGr (5 T¢I [4HLe FHR GTCRIRST DipEFSRsrase Bordd dhs of
the ribs_5 58c for..the f | e-.f ast eni 58 |_nt t act
wth tha oty SSarPace EReT HNEN: A MAToR kY S6R R, TRE" ¢

th the"t?) _ s Fibe"SSE, > SGE- rort fe
o oper (y BLTRean e Fral"bar frose €e® B8 ™ p VAL ML ARRIRITREY (e

l'i near fiﬁﬁé‘ﬂﬁ% Bemhere59 drike@estaith fhe Whhgl-foRe-Mlemceh@sdepsng menber 59
engages with the femal e-fasteni ng nenber 58. 10 Now, "description will be

given below of a nethod for nmanufacturing the recl osabl e packagi ng bag of
t he 16t her enbofdiwemrojadeer itghabdvehofribheSRbeS&it amib &1h,069bThee
manuf acturi ng met hod of the present invention conprises a preparation step
for a nditysenselyaidentgaboihf ball opatragienihbay, tm fenglposceivong
adj ust nent _and f ol di r%g sﬁe;%, a cutting and bendi n% steg, a | inear
portion of the fémale-lastening meinber 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 fermale-
receiving portion and the male engag@ng portion mentioned above permits

to ensure a further excellent sealing property.

The above-mentioned auxiliary sealing means are not limited only

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

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

member 58 so as to project toward the male-fastening member 58 and a




fastener formng step, a heat-sealing step and a sl eeve-insertion step.
The preparation step for the non joined main bag body is carried out by
pl aci ng the opposite ends of a single sheet of filmmterial 70f one wupon
anot her and heat-sealing the overlapping portions of the sheet over 20

their emnidir @fyithd sble soengadivd Data i ifehl O skOsdQIIA, avARA 28€3h8HeHOr Li ON
76, thus preparing the non j6ined nmain bag body having the upper and | ower
openi ngsn{saelll GithlG{@afiat PoetipeHdd Wt e msléendtcants haddibeg 5t €Paks
carried out by turning the non-joined main bag body inits circunferential
directi do poojehattovieed 2Bei fesndle-dgennfg tthendizovB8merini omisd cheat theal ed
portion 76 is apart fromthe one side edge bgl a prescribed distance "d" and
f ol di ng YRPFHh alrfeeg RAAIEs (cg"eélm@bsmgb)) 8cTHer ditst depele-dasiening

subs antiall%qiggntical, with the half ?‘If-‘s -24 the width of the side face
por t Pon TBEHGI PHeCEPESNRO 6N kT SR Rsthfs B 1o eheurigre RutionsePt ithA st ep,

.e., the | thosL" h in FlG 12(b). T tting. and bendi t
a0 SRt Bl i e e i O TG IRLT
Si 1. Qi
posi ti o%ﬂg%lﬁ)&gt %nggggggf%% g#gg%egngg)?ﬁ%ﬁaﬁ%ﬁgﬁ%%?%ér%gp%e{rn g%gt i ons
of the nERIINQY sdeH thAfcRPIYsteMirChs €O SR o tigichengt ngfe.t he

cut-outs CL, so as to be separate fromeach other to forma pair of bent
porti ongagseankl Genlibdic}d enbag@ekivighrtHeahemler fakedmnagmeheperd S8carri ed out
by placing the pair 10 of bent portions in a |linear-fastener nolding
machi ne and continuously formng the linear fastening nmenbers for the
| i néfr fasteneMNwn, t Hescription swillades @ivarhe bedow off bentmptiredorfsrof by
an insert injection npldi ngl,’osar espectively, excluding opposite side edges

t her eof . NRRETRCHEARE 1St &6 bl maskeging bag jdfeHts @dhen stRbeHEMENbear
fastener, formn Bt eé) hant he 15 enbodi nent as shown in FIG 2. The
descri ptqeosr(frg]\feoig? P¥C PhEREAPIFRENT InVENntion.

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




omtted. The heat-sealing step is carried out by heat-sealing the |ower
edge of the non-joined main bag body over its entirety in the width
direction of the bag to forma heat-seal ed portion 77 and heat -seal i ng
only the upper 20 ends of the opposite side edges of the non joined main

bag bodys Wit ofcald ﬁ%@%@etﬁw-@% s%-&%g;%&%@, Fhn 366dL) -mﬁﬁi%s”ﬁi n

bag body 74 is prepared in this manner. eeve-1nsertion ste

carri ed QuevdnsasRid b, tihe, sheemeg0 L A ahbhe, fRIFIGbag(hody 74 (see FIG
16(e)). The sleeve 60 is the same as 25 that described in the enbodi ment

as shown in FIGS. 11 and 12. The description of it is therefore omtted.
-25 Changi ng t Adeshapengfandédecsidepgestéd, iswkactechasit igeforimsegy tad-dutko t he
mai n bag body 74, into the three-dinensional shape as shown in FIG 12(a)
causes thk atdhe Hapeboays pi the opgpoststsida edges sfidpe nas-gHowd maiFbeg

16(f). In %gcgtpa Et ate, the self-standing shape can be provided by bendi ng
5 i nitar PAHE2HEL;LBE COgHRIESIEL O BriRosttiaThads daven sand dptinastapt And| ap
portions,70a, .Z0Qb the main bag b 74. The recl osabl e packagi,ng bag 70
Pon be e id ohs Ut aBr B Recttaris, Fan Bares BRBR TGRS ARGt he
upper p i i 7 S L0 El GS. . In
Lo r eblSEEOT R (o e TR O L R BTN Ha o Bardis el Pty

above, tdi®enaB-HeiNEHARLN HRAY ?}ﬁ(ﬂi}bﬂ§ LHmed idgichts circunferenti al
di rection s?o t hat thgJ i nsi de edge of t(t?e hegf-s %]I]'ed portion 76 is apart

fromthe one side edge by the prescribed distance "d", i.e., the length

"L" as shown i MHel Eed2(d9tenAe Cordimglsyep id chﬁi@@@ﬂtbﬁﬁﬁlaiﬁ%&@% paie

heat - seal ed portion 76 in the vicinity of the edge of the side face of the

15 A8cl o¥abtet packagkrig dadingar-fastengr ttheldingtmaghlize quat abhéirepiysdd. The

heat-seafl ed .portion 76 therefore beconme inconspicuous, to keep a nice-
orming 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 sieeve 60
into the main bag body 74 (see FIG. 16{e)). The sleeve 60 is the same as
25  that described in the embodiment as shown in FIGS. 11 and 12. The

description of it is therefore omitted.




| ooki ng external appearance of the reclosabl e packagi ng bag 70. \Wen the

demand for inprovenent in the external appearance is not so severe, there
may be omtted the step for turning the non joined 20 nain bag body in its
circunferential direction in the above-nentioned manufacturing nmet hod. Wen

h at [ t | ' h - | ed [ i.s Rl in th
Central portiofureng ot Fheal i REVe AEMELE BN ERRg PR BRI havi ng
c i ol e eel 6o g :
anot her BeCRer T Pydf rRIRE (PR eed e e e, SR AT EIE TS The

ot her enbrdj BRALes Hes 6i4idesa@bove Tf 16 he IRRSANhe SNGM A9BhoWReI Ot TSN

manuf acturing nmethod of the presént invention -26 conprises a

sheet - f alglf)ng I8tRLh A s$h RS tReHedfsnthEhgkhabeCtid bagprantiedbnpdicnglisgep, a
|l i near fastener formng step and a heat-sealing step. The sheet-fol ding

st epdi s inararidethoutrdigctiohsi vgea 60yl ef sheesleefe 60 | togetiher ivalth 80&pi n t wo
to prepare a non-joined main bag body the upper 5 and | ower edges and one

si de eddgeordfonghi @, habefibe ragiy begheedy 7oi néde rehtosside packpgeihbastep is
carried t b | aci ng.t.he sl ee in the_non-joined. ngj a od see
oG 1o e cBrpatd iBh A bBa N e rAReig BebtlEP iR N HeaRE) neg
inb body b . i h t - el ti hod he
Ceove: g pebr R ReR gt il m T HRe ARRAT o R R LR iR B RSB i
FIGS. 11 and 12. The description of it is therefore omtted. The cutting
and bending step fi%e GREIJABIOWaDNadAETbEE P0CkEnM Bl thl NBdsRREr agnd of

one side edge of the non joine ag body, and then Ttolding the upper
por tibonsmehtichednarbdwel, nelde maioh -RABcBOMainbes bodeons espai tm the | ength

of the cut-out, so as to be separate fromeach other to forma pair of
bent pordit@ansferential 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 paralielepiped.

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

described above of the present invention.

The other manufacturing method of the present invention




The linear fastener formng step is carried out by placing the pair of
bent portions in a |inear-fastener nolding nachine and conti nuously
formng the Iinear fastening nmenbers for the linear fastener on the inner
20 surfaces of the pair of bent portions of by an insert injection nolding,

For mi ng SOBPHISEY, GontiCCLIORITR SHeP! PnéufCFARFEHS. Fisim AgChiapsi Anthe
mbodi ' T SCripti foit. i her ef itted.
25 The roeh SReEr i 4 Paber o Sanhr Ja BEE s AL dept g AnE Fober cage of

t he non joined main bag body over its entirety in the width direction of

-27 the bag to g %@et-@mﬁned&eph%%m%ﬁgi ?gﬁgﬁ?‘{ E%Llarﬁ:na 7adiskr}gé-§?eae'tid}9 the

other side edge over ifs entirety in t tionto a side

heat - seafiled magdridl0BOBM &R tonpAdislirel DMonhRAhed 9ALING a2 o} P8e WRRRY end of
the one side edge of the non-joined main bag body, which correspond to the

cut - dut &nddeweFleGged Ay pneWidermige daghhddyia8é rict o gpabeen ijnirteld. s
manner. Changi ng the shape of the sleeve 60, which has been inserted into
the main bag body 84, into the three-dinensional shape as shown in FIG
12(a) causes t hHélerlegvpayabbey s8p o ceerirémut hy tiHeckiapee ateesitod inn FI G

17 o h a.state, .th | f-standi h b ided by 10
bond) ng IHediol-THBC R Bt AR eBEs SO0 of /Bhe. Ao st bBgaIHbPowi t h

t he mai 4 regl osabl e packagi.ng,bag, 8Q can be changed into
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met hod for manufacturing the recl osabl e packaging bag, 1t is possible to
prevent déserhgain efal edtiporetfo@nofritedpr oj ecti ng
The cutting and bending step is carried out by forming a cut-out at
the upper end of one side edge of the non-joined main bag body, and then
folding the upper portions of the non-joined main bag body, which
15  correspond to the length of the cut-out, so as to be separate from each

other to form a pair of bent portions.

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

20 surfaces of the pair of bent portions of by an insert injection molding,
respectively, excluding opposite side edges thereof. The linear fastener
forming step is identical with the linear fastener forming step in the
embodiment as shown in FIG. 2. The description of it is therefore

omitted.

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

of the non-joined main bag body over its entirety in the width direction of




outward by applying an easy heating treatnent to the recl osable packaging
bag having the three-di nensional shape. It is therefore 20 possible to

i npart a nice-|ooking appearance to the recl osabl e packagi ng bag having

t he three-di nensi onal shape. In addition, it is also possible to prevent a

di spl a ifi t ' . di spl Lf. i retail

store 1r et kol sl B ateLAThRR NBLR OB i 8. BT el i oBEE0 1 o
the di spligy caieldvedys &0HANLARRBRALRfqihAPdRestinfepl £EidRA¢d10%a188 Of the
packagi ng bag ™with that of the other “packagi ng bag. In the above-nentioned

embodi mefdrtfn BBeuRd @5 erlditibne Reb®ealiRg orfily@BYaI KI5E En§baAPRe @giesdigwn in
FIG 12." The sleeve is not |limted only to -28 t'he above-nenti oned shape

and may dipeeofinle aidrefjoshapendiy bhichodhewhpete kagragporai no lthg botdyucan be
kept in a prescribed shape. The present invention also includes a

r ecl Gsabsee Fackdgi(hy. bage meindrmdbedi &t toprrparedtimethps abhameos

i nprovenent in stacking property. 5 The recl osabl e packagi ng bag, which
has fundanental _el enents of, a mai.n bagggpd havi ng  an_openi ng and at | east

one heat - seal e FREPSI L BPE 8T the sagverRb et BRdPegBd SR EledPeni ng
ti f th in_b d i th i i th | t o

D hced | e BT RaTie BAGY saayaiBe theke-olhsPe Tt S Rt e R I e 2o

pacee . od : ng b e AL

shape. def HbaERgeT Be ARk big IRy B HES Ut REE RS SRS L FRED P ona

shape. As7@)restl §uchnat Beatabone: r@%ﬁtmﬁrﬁﬁngeghaﬁéb&@apaék?gcmee@aayof the

present invention, it is not always necessary to formthe 1|inear fastener
by am i nseidinignjreeditd theprblertidies 6bDoxe60ERt dfottrdskeabedioTesdcshef vifle 15
present invention. Mire specifically, the Iinear fastener that has
pr evi ousthe iveen Hagy hedy ey, bEhtirecksablt paskpgiesrbapdd phade changed mai n
bag body by adhesive agent, a thernmal bonding process that is to be

intod a stackable réctangular 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 preven't the heat-sealed portion from projecting
outward by applying an easy heating treatment to the reclosable
packaging bag having the three-dimensional shape. It is therefore

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

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

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

sleeve has a shape as shown in FIG. 12. The sleeve is not limited only to




si mul t aneously applied during the heat-sealing process, or any other
appropriate fitting neans. In this case, it is preferable to formthin 20
portions at the opposite ends of the linear fastener and/or easily bendabl e
portions on portions thereof to be bent in the sane manner as the above-

descri bed .emhadi R $o9dq %@1%@%; £88M A Y SN h&ﬁé%ﬁéﬁegﬁéﬁﬁg%ﬁéﬁfp%gagi ng

bag does not always require se features,

| Mpr overRRtaigin & heaRX bagNAld APRABARESt i1 aNPte SO HEVEigpe 25 I n the
above-descri bed enbodi nents of the present invention, ‘each of the

proj ections 60cx, 60dx of the sleeve 60 has a function of comng into
contact with tféaebprasemtanveheiomisisdagclbady &4pcbabdd taokagd® m@gnt ai n a
prescribed position of the sleeve 60 in the main bag body 54, 74, 84. If
the mai v podnitsaly solgk e nnebleon of imprpreireetti ionsta@Baxg pBOURTYof t he
sl eeve are not required. Wth respect to such a kind of reclosabl e,

packagi N OEIosHelCHRHer2HRERAGENPIGE hapdupfasesn tal jiaRensh ohl naje 5
described below with reference to FIGS. 18 and 19. The recl osabl e packagi ng
bag 90 dBirP L AN DREPEGHpReA Fast ORGared hsruRarPORinanS & Geve 60M
1. Opposj It 1 : eat - t] . the. main
bag body "o oot HeLh BETHdRh PR b TaR BEr 8RR B Do ot s T
Correspga ; Qsi j : n poft b ONs 56,
B G S R S R e Sl
FIG 11retkspdid ipseingimadnols tderheairisenirdhper tHeoRsifbbaf6hddy iprovi ded
on its lower portion with a stopper portion 96a. The stopper portions 96a,
96a 1 acdokmchindthe prascrshedvthirec fiRerkiosal shape tledéinedpogithe sléedeower si de
edges of the sleeve 60M 1 are placed on the stopper portions 96a, 96a.
Each of ashe® Keapplee mpereiibad ibege-deenisional AbaPPy i ncreasing the width of
the I ower portion of the heat-sealed portion 96 as shown in FIG

As a result, in the above-mentioned reclosable packaging bag of
the present invention, it is not always necessary to form the linear fastener
by an insert injection unlike the above-mentioned embodiments of the

15 present invention. More specifically, the linear fastener that has
previously been formed may be fitted onto a prescribed place of the main
bag body by adhesive agent, a thermal bonding process that is to be
simultaneously applied during the heat-sealing process, or any other
appropriate fitting means. In this case, it is preferable to form thin

20 portions at the opposite ends of the linear fastener and/or easily bendable
portions on portions thereof to be bent in the same manner as the above-
described embodiments of the present invention. The reclosable
packaging bag does not always require these features, when the demand

for improvement in the external appearance is not so severe.

25 In the above-described embodiments of the present invention,
each of the projections 60cx, 60dx of the sleeve 60 has a function of

coming into contact with the bottom of the main bag body 54, 74, 84 to




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

I . f f d
cach of AL Ao Dsar T eBerrisnsobRR YBeLL b s R R R e D e
singl e ${OPP@hihe3RaROHhELGHIRY aRE @ g%qn%ﬁoﬁnme?ﬁo%ctfd?fs heek, 56aked
portions 96, 96. The st oOpper portion 96 nay be d by increasing

partial lof thieslwedt Birefndtheeqliow®r POtk irespedt theubbad i9eal Edrae@iddige 96 as
showmn in FIG 19(b) so as to -30 forma small projection 96b. The

r ecl osaljjkpatkadiay bag Gberseidlodéchentndd thbepsdsape iaseahiownwiil 56G 8 in
t he same manner as described above. FIG 20 illustrates a nodification 60M
of the glesevibeslohtlovawitlsmelpicnae tp EICGEB. 18Mhadnddi fi ed sl eeve 60M2 has a

pair of bendable 5 rei nforcerrent flaps 60cy, 60dy. More specifically, the

sl eeve 60M2 is,co o ed f air o pposi ng front and year face portions
60a, 60b and aT?lﬁgfpeF %\aﬁﬁ%ommfmammﬁa&m&%ﬂ%m
flaps 6Qc re-inteqr d wth the upper edges of the side
face poaﬁlec?r{ a%gecne ‘%8 (f%t"ﬂ 5@\&/@?‘50 as to project upward. FIG 20(a)
illustrates the sl eeve 10 60M, vvhich is folded into a flat state. The

shape of the skagaifg\eorclpldied, i shoim2af Lalichl g, obangeds kpto

rectangul ar sha by U f he 5| ce portions

rei nf or agEBNbakl GRSy 6QCHT, trﬁaoﬁhcm@éble d)@gtm% ‘ Mg g0 as ShewA ihnkict. G g 20(b)
ed s

So as to increase the strength of the unfol | eeve 60M2. It is
pr eflér alioer¢spqrdvo dbet dtppesidg padeorpobili, ¢itsahd e hebbdenlddpbhigons
rei nforcenent flaps 60cy, 60dy, respectively. A single reinforcenent flap

may homeiﬁér5@e0fp*ﬁ1'éﬁ/|1’§ém drgohedst St thelectlnseblpmackesingbag §0das
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,
Y6a. Each of the stopper portions 96a, 96a is formed by increasing the
width of the lower portion of the heat-sealed portion 96 as shown in FIG.
19(a). The stopper portions 96a, 96a have a function of maintaining the
prescribed position of the sleeve 60 in the main bag body 94 so that the
20  lower portion of the main bag body 94 can easily be folded into a shape as
shown in FIG. 8. The sleeve 60M1 therefore has no projections unlike the

sleeve 60 described above.

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

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

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

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




FIG 21 illustrates the other nodification 60M3 of the sleeve 60M2 as
shown in FIG 20. The sleeve 60M3 is identical to the sleeve 60M2 20
except that the forner has a detachable cover portion 60dy. The sane
reference nunerals are given to the sane structural elenments and the

q ot ; teei it . i 6 i f d
S ror R 8 TRATTESLEER' b, SR e le RSB SEOC Rl (o

by increasing the shown 1'n FIG

20(b) . Theo kleaghipefad BROGEVRS FRQY 8iiARNKB0HE Snadhst aatdaakkpeadantjecal 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
rei nforcenment fllap BOcliuvasrsbewa modBicti@l ()M2Suthha sieeuctGlld Ipasm ts
to increase further the strength of the unfol ded sl eeve 60M3. The -31

connect iBWWori diCof 18 he Thgvarogidedi sleegodyOMia tashe piiteof dsmdsdilei on 60d
is provided with a |I|ne o%%gerforations so that the cover portion 60dy can
casi Py BETHOFSEREHt T HARD 1 #RC0] AOTY ac Mpts SRSRIEEHLY. Fiifgslcisl 60MDdSa
60dyb are formatg n the cover orhjo 60& to.facilitate det gman 5

Cher eof COPBRPTHE 00 FRAT 2 @DBo TG ff B0 FH o Fer'e AP BRI SGR eV & ACVar

whi ch | .0r sl i ape so
h' To bPdin a8 BRE Pdintord BB, 60 SR e A R N R O, BB T e

det achabl;e @¥eFa1B0¥diRad GOGH. tﬂéﬂug?l%g%ag\é%- &feﬁﬁé %Rféifﬂbﬁe%t{ggﬂ%%dﬁ the

met hod for 10 manufacturing the r sabl e packagi ng bag ott dm of

t he reclairbbl ehe phakagiongs bagrbfct ihwasd. ackrb) 20 ¢ asgHtey tasrklhel epi ped
shape is fornmed by bending the flap portions 70a, 70b inward as shown in

" Fl G1022.60MBerwhiatoieXoldesi antd il flmbrstatee | Thee shalpechf hias dedeat0déal i ng
property, .is  used as the sheet of filmmaterial, it is possible to prevent

t he fl apopbid inofdchs fahstatons themgsrdnse ginegtaegmvarsd ape ppnyoldingn easy

heatin reatnent to the ttom of the reclosabl e packagi ng bag.
g the side fgce port%ons 88C 80(1. The reinforcement ﬁaps 6%63/9 60d%f 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 60c§ as shown in FIG. 21(b}. Such a structure permits

to increase further the strength of the unfolded sleeve 60M3. The




FIGS. 23 and 24 illustrate a nodified formation nethod of the bottom of

t he recl osabl e packagi ng bag 100. The nodified formation nethod conprises
the steps of subjecting flap portions 100a, 100b of the 20 main bag body
104 to a heat-sealing process and cutting off the tip end portions of

t hem t i ]Qﬂ,@ 0 104 is
pl aceng{]O?H%thse ???ﬂl féﬂﬁeéao!t‘}%g ?Flﬁhﬁb@%h}é@@r@g@gg 10911@%% ap
portion 13;%\711@@@%1&1@\&911h|éeoﬂ1§@ﬁfo§e§@bh§%op&9ﬁe§}% cdVE: ﬁ@ﬁ‘ioﬁ%@d ¥18aRd
process is applied to the other flap portion 100b of the main bag body 104

in the samilynbandrtachbd freat theadigd fkappgatdr ensl. 100aged Neara®dypry,ovi ded
in this manner as showmn in FIG 23(b). Then, the tip end -32 portions of
t he heat6dsdh edref fapnpdr bhobise KGB®r pOGHoar@0dwt toofifcidsaisholenacmmeRlt G
24(a)§_ to formsmall_ flaps 100ax, 100bx. FIG 24(b) is a schematic view

i | ust r diieagok Hem éh?@é‘g%f%c%ﬁékﬁgnr@cbag 100, the shape of which is
changed i nto a rectangul ar parall el ep| ped. In FIG 24( b), reference 5

nuneral s "100x 00y denote u portl recl osabl e

packagi ng bag 1GGICWRAY %rpéoﬁgj?ﬁc{ 1‘5‘nC 88 ait‘))émq SE%WtS%’F FaBsabl e
packagi b t | p flap

por t i onﬁgﬁen%g?‘éé’%gdsﬁ%%%ﬁ TRee UEgHaRE d%%f o SRRt e e tooax
100bx i npr@¥fathecpeldttakanstieddPLORsE A f|ap5
10 100ax, égabx rraey however be ?of%re? (?)r?v(\:/g%dﬁas S m%ﬁnt@% 6@% In the
above-descrl bed enbodi nents of the present invention, the |inear fastener
.may have a slider tHeat absvendaiirthal orgnbddinhémear of ashenemnetsodasfofo open
or close the opening portion of the main bag body. The sleeve may have at
| ead@ oneaparaciiringhihetreck sabilnguckagihe bagi thodgttodyfthehyeciosbieabl e

joining nmeans such as adhesive, heat-sealing or the |ike. The shape of
proj ect iRAFAANENBAE| RaVEY & skckaliet sftenEyplan paralelspiped shape is

formed by bending the flap portions 70a, 70b inward as shown in FIG. 22.
When a co-extrusion film or the like, which has a heat-sealing property, is
used as the sheet of film material, it is possible to prevent the flap portions
15 70a, 70b from projecting downward by applying an easy heating treatment

to the bottom of the reclosable packaging bag.

FIGS. 23 and 24 illustrate a modified formation method of the
bottom of the reclosable packaging bag 100. The modified formation
method comprises the steps of subjecting flap portions 100a, 100b of the

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

portions of them.

More specifically, the flap pbrtion 100a of the main bag body 104
is placed on a base 111 and a heat-sealing head 110 is pressed on the flap
portion 100a to achieve the heat-sealing process. The heat-sealing

25  process is applied to the other flap portion 100b of the main bag body 104
in the same manner. The heat-sealed flap portions 100a, 100b are

provided in this manner as shown in FIG. 23(b). Then, the tip end




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

portions. It is therefore possible to reduce the period of time for process

and irrpr@/&iorw@fﬂ@{eq@&%@gé@e@fﬂ'ﬁb@?ﬁafns%%,tlkb@br@ierblp@fgfg%_@%dv@ﬁhﬁdes the

sl eeve f'or keeping the prescribed shape of the main bag body, 1t is

possi bl &7l Zhange Rasi lsyndNdlaPd 10BIHx, bamwhedyFigt 24 &) pisoReichematic

t hree-di nensi onal shape. In addition, it is also possible to inpart an
appr opr ivatw islusérgime tthetieelddutde -okepsngrialg 108 thoapapedyl shids iso bear
sufficiently the stacking load. -33 Provision of the easily bendabl e

porti on @Wrangwsl linhead feckemsrlar f perdlidepigsdt helr oFHi‘r.n@‘Jdb{t wefarainne bag
body, so as to_ make it Eossi ble to prevent the occurrence of unseemly

out war d 1pBIcats odO8F t RRUBerflenyisr iR, HeRuPopHersdithgthe miccdaseuki ng
f .th h - .di i | i dy. -34 WHAT.I S Al VED
PP A sah g e LG P e Ko A it At b i CRRARE o an
. ng” be . A J e AL
SOPE of BEHAHE Dl A APEMAR 1P Bl RB Gl RIS RMSOTRL T O @
linear fRASYRRESiRFAd Q@%k@%ﬁ%%@?eﬂi.nglépﬁﬂéitﬂih,%es%‘éﬂf@%ﬁs.1@%&,50 as

to extend in a horizontal direction, sai I near fastener aving a

pr edet ernagied imergid thardlfastaheeng opees dMtheabas MBON bag: Sl flapa

generally flat collapsed state in which substantially an entire outer
sur flAce d¥0agi HO0Obx 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 by a suitable joining means such as adhesive, heat-sealing or the like.
The shape of projections of the sleeve is not limited only to a triangle, but

may be a trapezoid.

According to the present invention described above, the linear

fastener is provided along the opéning portion of the main bag body by the

20  insert injection molding so as not to extend to the heat sealed portions. It
is therefore possible to reduce the period of time for process and improve

the processing efficiency.

When the main bag body includes the sleeve for keeping the

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

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

main bag body so as to bear sufficiently the stacking load.




sl eeve contacts an inner surface of said main bag body, said sleeve being
structured to be unfolded within said main bag body enabling the sl eeve
and main body to be shifted between the generally flat collapsed state and
an expanded state defining with said main body volune within the sl eeve
and mai n bag b&dyvisiwm lof thed rteasilyi bgndabid aoirtibet weeth¢ Heneart éxsteneface of
the sleeve and the inner surface of the nain bag body, said sleeve having
a subst datilidbites tpefolding orh thenmaie brpdmdbd st asdp Whdreitnpedeibit éeve i s
positioned within the min bag body such that | owernost edges of front and
rear walAreévent e aOCEEVENGE €Ok pHR R RPN HINA Sndy 01661A Hotthembele of
the main bag body in the collapsed state. 2. A recl osabl ackagi ng bag as
ol ai mod R TGRSy mAUSWHRSIINE oi diSFIaVEEasaPlfy a0 & PicelPseri on

havi pg a,.rectan r.. i) a second face portion facing said first
facegpo%?pgﬁn%%%gL§¥?ﬁg%%§§8g?éntiaIIy a sanme shape and size as said first
face portion, (iii) a third face portion connecting correspondi ng side
edges on one side of said first and second face portions to each other and
havi ng a rectangul ar shape and (iv) a fourth face portion connecting
correspondi ng side edges on another side of said first and second face
“portions to each other and having substantially a sanme shape and si ze as
said third face portion. 3. A reclosable packaging bag as clainmed in Caim
2, wherein: each of said third and fourth face portions is foldable in two
35 along a vertical central line thereof so that said vertical central |ine
projects outward fromthe side edges of said first and second face

portions in the collapsed state of said sleeve, and |lies placed between




t he correspondi ng side edges of said first and second face portions in the
expanded state of said sleeve. 4. A reclosabl e packaging bag as clained in
Claim 3, wherein: a horizontal distance between the vertical central |ine
of the third face portion and the vertical central line of the fourth face
portion in the collapsed state of said sleeve is substantially identical

Wi th theWhAgde ebalédD I8nhgt h of said |linear fastener. 5. A reclosable
packaging bag as clainmed in Claim1l, wherein: said sleeve is adhered on th
ei nner surface of said nmain bag body. 6. A reclosable packagi ng bag as

cl ai ned i-n O afticelosghnde é’laﬁ agm%ib%é’é*@épflﬁ@}gjdes front, rear and a pair of

lateral side wglingintoge %%fvm Neh ars Ulispeantic kMef@ﬁt@ﬂ oeibe@iingt ruct ure
in the expanded st%0 aIP ubtantlaIJ ctanqul ar _struct h@Vlnga
Subst ant | AT TpesPBoEH %gftw@yegsaﬁ@ 1% PP, OR oPRERTE i kagi ng
bag as cl ashmislah&abmsimg\m@laemrhocsavddmﬂear fastener includes at |east
one discrete pory ﬁé’é‘r I"at.é"%%:%%][s ngPfcfede@ﬁ'é dbS{}Qﬂﬁlﬁego?&BhVSf ﬁ&dt [&,;Qt her

portions of th% i hear ner aC| I N 'bag body
into a prlectdy evoriasetp sixdpad iB6a horizontal direction, said linear fastener

having a predetermined length; and

a sleeve placed in said main bag body in a generally flat
collapsed state in which substantially an entire outer surface of said
sleeve contacts an inner surface of said main bag body, said sleeve
being structured to be unfolded within said main bag body enabling
the sleeve and main body to be shifted between the generally flat
collapsed state and an expanded state defining with said main body
volume within the sleeve and main bag body, while maintaining
contact between the outer surface of the sleeve and the inner surface
of the main bag body, said sleeve having a substantially open bottom
in the expanded state, wherein the sleeve is positioned within the
main bag body such that lowermost edges of front and rear walls of
the sleeve are spaced upwardly away from a bottom edge of the main
bag body in the collapsed state.

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

said sleeve has:

(i) a first face portion having a rectangular shape,

(ii) a second face portion facing said first face portion and having
substantially a same shape and size as said first face portion,

(iii) a third face portion connecting corresponding side edges on
one side of said first and second face portions to each other and
having a rectangular shape and

(iv) a fourth face portion connecting corresponding side edges on
another side of said first and second face portions to each other and
having substantially a same shape and size as said third face portion.

3. A reclosable packaging bag as claimed in Claim 2, wherein:
each of said third and fourth face portions is foldable in two




along a vertical central line thereof so that said vertical central line
projects outward from the side edges of said first and second face
portions in the collapsed state of said sleeve, and lies placed between
the corresponding side edges of said first and second face portions in
the expanded state of said sleeve.

A reclosable packaging bag as claimed in Claim 3, wherein:

a horizontal distance between the vertical central line of the third
face portion and the vertical central line of the fourth face portion in
the collapsed state of said sleeve is substantially identical with the
predetermined length of said linear fastener.

A reclosable packaging bag as claimed in Claim 1, wherein:
said sleeve is adhered on th einner surface of said main bag
body.

A reclosable packaging bag as claimed in Claim 1, wherein:

said sleeve includes front, rear and a pair of lateral side walls
together defining a substantially rectangular structure in the
expanded state, said substantially rectangular structure having a
substantially open bottom in the expanded state.

A reclosable packaging bag as claimed in Claim 1, wherein:

said linear fastener includes at least one discrete portion that is
more easily bendable reative to the other portions of the linear
fastener to facilitate folding of the main bag body into a
predetermined shape.

36




