;e3el-&& D)d@, 6, TJ-] RECLOSABLE PACKAG NG BAG AND METHOD FOR MANUFACTURI NG
SAME *cooooi 5 BACKGROUND OF THE | NVENTION Field of the Invention The

present invention relates to a packagi ng bag that can be reopene
recl osed, and a nethod for manufacturing such a recl osabl e packaj‘lﬂwﬂmwmmlm‘“l
Description of the Related Art A reclosabl e packaging bag 1, which hag.. e

conventionally been used, 10 15 20 conprises a nmain bag body 7 and a |1 near
fastener 9 as shown i n REGLQSABIE PAMIKRAGAY DBMG ANIS fornmed by pl aci ng

two sheets of plastic filmmaterial 2, 3 one upon another and i
the opposite side edgeMEHEOLhEQRWANLHACESURINGSOMEnat theT,mllmmmmﬂl’IHMII
Fody 7 Pas an upper opening portion 8 and heat%sealeg pﬁrtions 4, Qs0dr= The
i near t I i i i,nner surface of the opening portion 8
of the ngﬁﬁfggﬂaﬁsﬁﬁD359¥ﬁ8538§ﬁ?ﬁ3ﬁ8§ge of the recl osabl e packagi ng bag 1
is closed by subjecting the opening edge to a heat sealing process after
filling theg b i contents. The linear fastener 9 is conposed of a
fasteningq%gﬁ%gvﬁ%§$$%gig§nale-engaging portion and the other fastening
menber having a fenmal e-engagi ng portion. Wth respect to the nmanufacturing
met hogl of the abﬁée?i’ésdfﬁntﬂm&@brﬁ ell@Eabke Qafd"él@ig@ﬂgbm thiae¢ tameipe
fastener 9 is cut off to a length, which is identical to the wdth of the
sheet s ofreppastd anfd tevlosddrarad a2nedhod foonenufactpring siech herephisabiag body
7 with the linear fastener 9. The one fastening nenber of the |inear
f ast ener PRCKRgNZ AL s tenporarily -1 bonded on the inner surface of the
one edge of the sheet 2. The other fastening nenber of the |inear fastener
9 thus ¢ i s.tenporarily bonded on the inner surface of the one edge of
the shee ?ﬁcrﬁﬁéﬁﬁégﬁﬁgéiﬂ?ﬁﬁggFBcess, which is applied to the sheets 2, 3
to formthe main bag body 7, 5 causes the fastening nenbers of the |inear

fastener © L0 bg SRSl ALy onLEDe LIARE AUE LRES:Bliohhey IR Pag body

7. In the above-nentioned*conv rec € packagl ng’ bag I'i near

fast gper Jnepxtigadls ¢@Mh IHULONSHY 7 49Md ﬂﬁeﬁf'tf&s‘[)teﬁ%@ &4 shBghapkigeaked

portion locating on the one side of the nmain bag body to the 10 outer edge
of the h@aie seairebaEoModyn 7l ¢sdbimadobyt btagthpetwsi steeett dthelasmic flag body.
Consequently, each of both side portions of the main bag body has a

t hi cknessnatdrialh2j 8 dnemparhnpohéhendohaht-stalihg thiei apmpesise sfdda kdgesw
sheets and the thickness of the fastening nmenbers. There is required enough

pr essur e aKH thadawioryedge pédhepy sphthat the mai dsgngodenbdras aanupsepe
nmel ted and def or ned, en plying the heat-seagling process to the opposite
T des of MESRAIITBE By DRal SHeIG L ROBRONSdh b 41 rEnE SRCER ORI bal | hg
process i.s . therefor xt ended, ~The st for cutting.of | inear, fastener
Po the: | dRgtPifi oR T RIS swdh®e rifs GPatifepOfidh ke BSH nedl
filmmat ey ang .t i ' j t he
11 et S50 7 el e RDCARE o b OREI A0 BEERBERI) Bl TEIOBIGchohy
materi al Axfe€GAgthedpdminkheigeeioh® tehpseARARIROLCHES Bftet HiglinpeMe tioned
recl osabl e packagi ng bag. I'nprovenent in processing efficiency nmay be
restri ct edithl thgermertehts.t h&heetineaabfastpaek &yiisgcdragokad b asdasteningi di ty
t hat

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



25 the recl osabl e packagi ng bags receiving the contents cannot be exhibited
as nerchandise in a stacked state. SUMVARY OF THE | NVENTI ON -2 An obj ect
of the present invention, which was nade in view of the above-descri bed
problens, is to provide a recl osabl e packagi ng bag and a nmethod for

manuf acturi ng such a bag, which permt to reduce the period of tinme for

process BRARGRfe! fHindl 0GRREETE B1d Irleepie oF PROLEL 9 88t Bindne

present T nven rovi e arec packagi ng bag,

st ackabl gstéRirl Hmber $?ltHe ke oRiR6hef gnaﬁisn t0d i hempRirhfity Sonldede f or
process and the processing efficiency, a reclosable packagi ng bag of the

present oAVENY igNef ¥Mfacedf the anebedgdad thedghbeyiBng Tie dieenisealipg tion
and at | east one heat-sealed portion; and a linear fastener provided on

sai d opeproggssomtiich isfapplied raithebstyedisdd), 3 whdopmnthel Masai biag bodyr7,
fastener is provided along said openlng portion of said main bag body by an
i nserd i ﬂﬁvés,w tiae hastening W@é)e%t()f thedinesidasteneysi 9 tobgt secageddingabt i ons.

The heat seal ed porti rov ach of opposite sides of said
mai n bag®B 1%rﬁ§?ﬁ%%9 Q%Ir’éalrb Cl?fﬁﬂhiy be provided on one of a pair

of opposing faces of said main bag body. The heat-seal ed portion may be

o ovtdeu on % TEShE LI Bl Mo Bl AL AP p SRR AECSS,
sai d mai i, bag, Hdyadienkpep ktPHASCESREALSIARE ff’(ﬂﬁr 894 -outer edge of the
heat-sealed portion locating on the one side of the main bag body to the
10  outer edge of the heat-sealed portion locating on the other side of the main
bag body. Consequently, each of both side portions of the main bag body
has a thickness, which is identical to the total of the thickness of the two
sheets and the thickness of the fastening members. There is required
enough pressure and quantity of heat by which the fastening members can
15 be melted and deformed, when applying the heat-sealing process to the
opposite sides of the main bag body. A required period of time for the

heat-sealing process is therefore extended.

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

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

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

for manufacturing the above-mentioned reclosable packaging bag.

Improvement in processing efficiency may be restricted.

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

as merchandise in a stacked state.

SUMMARY OF THE INVENTION



-3 The sleeve may be foldable. The sl eeve may have a pair of projections
each having a triangul ar shape, said pair of projections being capabl e of
comng into contact wwth a bottom of said main bag body and bei ng fol dabl e.
5 The sl eeve may have at | east one bendabl e reinforcenent flap, which

| ocates in a vicinity of said opening portion of said main bag body. The

sl eeve may haVeAﬁ,(ﬁgéﬁtCBIaﬁﬁ@ 8§é§é¥teirﬂ)‘éhttid%ﬂ Wwhith wasdnaaeshbliewbethd he

recl osabl e packagi ag |'s opened and whi ch when detached enabl es the

sl eeve t gbbet-Aestri®rdsgiabipias Gkitbesroviv € a- bicladsile hlckslaape bakland a
Fi nger-hol es may be forned in said detachabl e sleeve portion to facilitate

i ts renpwsdtholihfermanufaguhidy sumh hebdglwleith pérmit far esbucd elde peajpel and
the linear fastener may have easily bendable portions, which facilitates
t he fol dohtined femprocasisranddgmipodye ths Mesessimgaeificienianer may have a
femal e-fasteni ng nenber and a nal e-fasteni ng nenber engageabl e therew th,
and said easily bendabl e portions may conprise f]at port.ions, ich are

f or e by renovf.\ﬁeﬂa‘ar@mwf EdPFeSFRt STV EREER! lﬁgt%ﬁ%\efieaﬁ]aeégﬁagle

i 0 auxPrr SRy b8Ea NG dafeBie Capabl e of com ng 1Nt contact witn
each other to seal a space between said flat portions. The main bag body
T oY e SoFL PO SHEREN LRl o RASIARTUROSERGR Skt 41 orcer
process 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

said one of said pair of opposing faces.

The reclosable packaging bag may comprise a sleeve, which is

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



recl osabl e packagi ng bag of the present invention conprises: a nmain bag
body having an opening portion and at | east one heat-seal ed portion; and a
| i near fastener provided on said opening portion of said nain 5 bag body,
wherein: said recl osabl e packagi ng bag further conprises a sleeve, which is
pl aced in said nmain bag body, said nmain bag body being folded into a

prescri bed threm@g[@mglmaglbé;Mng@@fl ned by said sleeve so as to keep 10
sai d prescribed three-di mensional shape. In order to solve the object

concerning the period of tinme for process and the processing efficiency, a
met hod of the prleseideviermeanthave & graimahpfaettiohsgachehaeicigs dbkagpéokagi ng
bag conprises the steps of: formng first and second |inear fastening
menber s éhaaepﬁ%@cpﬁﬂtﬁéﬁ Rieeiions Heing capahlseef eaming intemeentant wighn

insert ipjection mpldin be spaced fr meach other, said first and
second |pﬁgé’lrn1o£ QHE%Z?%C{ @Pﬁ&%ﬁ&é@%@ with each other to forma
| i near fastener; fol d| ng said sheet of filmmterial having said first and
seco i near f her e [ irst
and second I eaérié#\%sgig%? YT%%}”E% & cﬁ{e ?Qr%gé%b\/\%\o re?ngél)é-ﬁgﬁ} s ﬂaé

heat - SeaWHf'ISh%EQt %f1 ORRASiN (gf’ééf ex?1fn cg;g%?fsam (I)Ilfléllglnlt) thus

folded to formsi eat seal’e port| rtos ob ec
concerning the period of tinme for process and the processi ng efficiency,

anot her met hod The sheveresgtiarbaidutachable él@évﬂ?bbtﬁ@ﬁtt&h@tﬁg_abbeséiﬁté osabl e
packagi ng bag conprises the steps of: continuo y formng first and second

l'inear fasteenithg reeldsabde packagieg ddgexiopesnediamd ovhiwhr eiHeed dstadhedf film

material by an insert -5
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 sleeve.

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



injection nolding so as to be spaced fromeach other, said first and second
| i near fastening nenbers being engageable with each other to forma |inear
fastener; cutting said rolled strip of filmmaterial into a separately 5

i ndependent sheet of filmmaterial; folding said sheet of filmmateri al
having said first and second |inear fastening nenbers formed thereon in two

so that saildshblespadtakingcoag of itneadrebest anidigicrepbaisrises engage with each
ot her; and heat-sealing each of opposite portions of said sheet of film 10
materi al thus faolmedntibag drodpildevingasnsepdrihgppottionsandhat [leasaonkast ener
may continuously be fornmed on said sheet of filmmterial so as not to

ext end thea&isctailtébposféaneanplorti ons. In order to solve the object
concerning the period of tine for process and the processing efficiency, a
further another@dgtafddfastenge provisiess ent sgidvapEnEE PorFtipaned aeidumaid t he
reclo abbe Q?%raging bag conprises the steps of: folding a single sheet of
fil mtrat &APa°%h two to prepare a non joined main bag body, upper and
opposite side e\ggl%g lglf whi ch have not as yet been joined with each other;
20 fol di ng upper p? i'ons of said non joined nmain bag body so as to be

separate from eac; I O i : (o id pair
p &5 Igclfkf‘éle}]tgg Iﬁ%ﬁsﬁtgg%g?ia&ﬁrtﬂ&néoﬁ {deQnS sleRbaChPgcisdd d ps

of bent portions in a . I'di ng machi ne; continuously form ng
fist andpsgeeninlddigamdiasbapi BEdYEBRRY tnidr bdg Body Nedhgf AlteddhtoOm i nner

surfaces of said pair of bent portions of said nmain body by an insert
i nj ect i opresdribed) thresjointansbyal shabadiefinapbyssdid sledee eiges tbhieeegnf ; and
O 6% st preseribty three.dimensional shape, ) 0 Med MmN bag -
In order to solve the object concerning the period of time for
process and the processing efficiency, a method of the present invention
for manufacturing the reclosable packaging bag comprises the steps of:
forming first and second linear fastening members on a prescribed
15  position of a sheet of film material by an insert injection molding so as to
be spaced from each other, said first and second linear fastening members
being engageable with each other to form a linear fastener;
folding said sheet of film material having said first and second
linear fastening members formed thereon in two so that said first and
20  second linear fastening members can engage with each other; and

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

material thus folded to form side heat-sealed portions.

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

process and the processing efficiency, another method of the present

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

continuously forming first and second linear fastening members

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



body over their entirety. In order to solve the object concerning the
period of time for process and the processing efficiency, a still further
anot her nethod of the present invention for manufacturing the recl osable
packagi ng bag 5 conprises the steps of: folding a single sheet of film
material in two to prepare a non joined main bag body, upper and | ower

edges anthjeeBoRmORNASIdoPa s tdDeesturedofronhesth baer,netid 3 sy ahdaggonidoi ned
with each other; formng a cut-out on an upper end of the other of said

opposi t elihBasifdeteadggsmdmbars baing] engegeatde nwitdhg eboly ptlie ¢o oropper
portions of said non joined nmain bag body so as to be separate from each
ot her t oliheamfastpaer; of bent portions, said upper portions having a |ength
corresponding to a length of said cut-out; placing said pair of bea
portions in a ISHERE f 8aiderkealleso| Hriny a5 fHEe hmrieTi@dniRiucls FSPARADhg fi st

and second, | i near fasteni menbers for a linear fastener on inner surfaces
of sgd B}ﬁqped"f(fl%n&%r?f? IB??esré"iﬂd non joi ned mai n bag body by an insert

i njection noldi . respectively I udi Lfe. S d reof; and
20 heat-seal i ngfag(élin(g ?glv\(grslhee%ge(jfaﬁgﬁslg]’%é&gﬁg%(%T%%%psoag{istzrsgi %gae%@sn%gf sai d
non join [ o} 77 aT=TOAETCY < T M =Y VE t akJ P ¥l d

upper engﬁggﬁsfglsﬁ?gegy%ﬁ ngsl 5!9@‘18(635.&%% egﬁdéﬁgggggao@a%@gg% ol ned main

bag bodygsetdh@Ni@Rartfasteting ilkeni9diseein edgaer Wil dded pefdrodndf tinme for 25
process and the processing efficiency, a still further another nethod of

t he present invieedt-esealing sachf aftopposite hportém o sablsnipaskeaei mf hiduion

conpri ses the steps of: c?l aci ng opposite edges of a single sheet of film
mat e}® al maderigpdhus folded to form side heat-sealed portions.

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



_7_  another and heat-sealing overlapping portions of said single sheet of
filmmaterial over their entirety in a longitudinal direction to forma
heat - seal ed portion, so as to prepare a non-joi ned main bag body, upper and
| ower ends are opened; 5 folding said non-joined main bag body in a flat
state so that said heat sealed portion |ocates apart fromone of opposite
si de edgpgdploveditHel¥hiifityed mai n bag body by a prescribed distance;
form ng cut-outs on upper ends of said opposite side edges of said non

j oi ned mai n bag body; 10 fol ding upper portions of said non joined nmain bag
body so as to He seger abesblvemtkeacdbjetherortcerhimgntaepakeriodf obamepfort i ons,
sai d upper portions having a length corresponding to a length of said

cut - out ; ppdcassrand dhd pracessingushcignayt acstsll further iamedher aaetdodr ointdledi ng
machi ne; 15 continuously form ng fist and second |inear fastening nenbers
for a |i REGSCIfadPE¥RBEORN foRndRaBUfacibeingdf tRei Begasablst BRGEAgIBEt kA% of

sai d non joi ned in pbag body by an insert injection nolding, respectively,
excl inﬁbmb%qst%esﬁgf&%e%es thereof; and heat-sealing a | ower edge of

sal 4 non | ol NeG .1 B OOLL4ET.20hh 5 SBHLY §8 VN NGk 36 0 onl ¥

sai d upper ends 0 rd opposite side edges of said non joirned main bag

body. 1 njhe8r madn 94y Hddie \??b@ﬁtan‘ipﬁﬁ%f“eﬁgfé%cﬂ’%ﬂé’@fqpﬁds'ﬁ% ERfe

process and the processing efficiency, a sti further another method of
the preseaged BY @MicAhdw noeaghaetBddmbihbe wiehlrbbthdrackagi ng bag 25

conprises the steps of: placing at |east two sheets of filmmaterial one
upon anot her t ofopndapgra catrout oo arduppen ehdgobtdy othppef said dppyesite
opposite edges and | eft-hand and ri ght-hand side edges of which have not as
yet Heensjdsi edges @f said non-joined main bag body;
folding upper portions of said non-joined main bag body so as to
be separate from each other to form a pair of bent portions, said upper
portions having a length corresponding to a length of said cut-out;
placing said pair of bent portions in a linear-fastener molding
15 machine;
continuously forming fist and second linear fastening members for
a linear fastener on inner surfaces of said pair of bent portions of said
non-joined main bag body by an insert injection molding, respectively,
excluding opposite side edges thereof; and
20 heat-sealing said lower edge and said one of opposite side edges of
said non-joined main bag body over their entirety and heat-sealing only

said upper end of said other of said opposite side edges of said non-joined

main bag body.

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

comprises the steps of:

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



wi th each other; folding upper portions of said at |east two sheets of film
material so as to be separate fromeach other to forma pair of bent
portions; placing said pair of bent portions in a |linear-fastener nolding 5
machi ne; continuously formng fist and second |inear fastening nenbers for
a linear fastener on inner surfaces of said pair of bent portions of said

non j oi ngdofdMaRath &ad¥eMin ARveRB@Ping PREHONANCMBAiE! Sighgld 8BRECHT VighY .
excl udi ng opposite side edges thereof; and 10 heat-sealing said | ower edge

and sai dmattiahaner aneirenghethand lohgdiueldgesdivtciandoionmj ohpet sealed bag
body over their entirety. The nethod may further conprise the step of

i nserti nportichesoead 6o eepeira aqn-gsitedbedinhbage hedys aippemandolydrody
thereinto, after conpletion of the final step. 15 The nethod may further
conpr i sechfis ayeepastedil aci ng a sl eeve for keeping a prescribed shape of
said main bag body in said non,joined npin gab body, BRI EF DESCRI PTI ON OF
THE. BRAW NCa_FriaTding 'SS BoRrOh S Terir RaB e e (3t SIF16 T Lhos 3K
packagi ng 20 bag of the present invention; Fl 2 is a.viewillust i ng
Che | noBrar SSRBioPOLHopHECRle: BBAHY BosdinsPhgPRas s LR et b iEpedd 1!
FIG 3 i _Mi: [ tl gg% et hod for formng the

| i near fgg'?l Wélﬁg\%sﬂls O\El?ﬁ%gl]?]&%ig?%is r&% d. [ s%g’ view illustrating

anot her exanpl gr_&hnh@a:umbheﬁompp&_endé of BhitopPBsite Redé¢ efigesd 8nsaidS

shown in FIG 2;
non-joined main bag body;

10 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
machine;

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

heat-sealing a lower edge of said non-joined main bag body over

20 its entirety and heat-sealing only said upper ends of said opposite side

edges of said non-joined main bag body.

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

25 comprises the steps of:

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

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

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



FIG 5is aviewillustrating the linear fastener, which is formed in
accordance with the linear fastener formng nethod as illustrated in FIG

4, 5 FIG 6 is a plan view of another enbodi ment of the- reclosable

packagi ng bag of the present invention; FIG 7 is a viewillustrating the
first stage of the packagi ng process of the recl osabl e packagi ng bag of the

present Jinventl L which the contents having a rectangul ar pl at e- shape
are rece\h’g\gld%&l%%ﬂlgl’ 8 is aviewillustrating the second stage of the

packagi ng procegiiigly &Eﬁef Porgsakl & faakadicdet ke ShedtRePfilRsanhtdmyention,
in which the contents having a rectangul ar pl ate-shape are received; FIG 9

i's a vieyo bkltasihe skpagateheotrhieadh sithge toffotiea padkafibegt pootieas; of the

recl osabl e packagi ng bag of the present invention, in which 15 the contents
havi ng a rect amjacing said epairape ban¢ pedédnvedn &l lneaofasteacyimwlding
illustrating a packaged article, which is obtained by filling the

recl dsabMRGHABRagi ng bag with the contents having the rectangul ar

| at e-shape; FIG 11 is | an_view of . anot her, enbadi nent of the reclosable
50 packagi ng b eRRSEH RIBHPEN @G SREOTH Hnees IANCRINE FRSRRPEES Wew of a
sl eeve used in the recl gsa ckagi ng.bag,as. .sh in_FlLG 1.. E 13 is
o parti o bl EStebBF RETRNRr BEGFAN g A% Tt T Bt Cmoe ot o it The
| i near f f otk Itfb%s,b C I : S'fa}fﬂi 5 : G 11;
FIG 14 ?éhggﬁ%(gsmgggtt?%a ilg&/ |Q‘ﬁl %%%Irrggln g %loﬁﬁéﬁm |§’r 3e§%§?tllvn& means
provi dedegfluldigg @ppdsitebsiadadti e sPdidredft afd shown in FIG 13; FIG 15 is a
cross-sectional viewillustrating a m)di fication of the

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 Dbag 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



5 auxiliary sealing nmeans as shown in FIG 14; FIG 16 is a schematic view
illustrating steps for manufacturing the recl osabl e packagi ng bag of the
present invention; FIG 17 is a schematic view illustrating the other steps
for manufacturing 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 recl osable

packagi n of. t Lnvention;. K 9 is a partial enlarged view
illust raﬁrﬁgggh%lesﬂgsgé?g%gbﬁo%ﬁ %ﬁé‘gﬂemrié‘g"o%abl e packagi ng bag as shown
in FIG 18; FIG 20 is a viewillustrating a nodification of the sleeve as

shown 15 in FI Grd8s iFhGiedliliustAatihgWhe s aktditerd wiidhfiscathed of the
sl eeve as shown in FIG 20; FIG 22 Ts a perspective viewillustrating an

exanmpl e atc@rdegideowithot@linear Masttbrupething rheehéEelsoslaltteatedcikaBiGg bag
of the present 20 invention; FIG 23 is a perspective viewillustrating

anot her éxanple of a bottomformation nethod used in the recl osable

packagi ng bag of the present invention; -11 FIG 24 is a view
illustrating the bottom of the recl osabl e packagi ng bag, which is obtained
by tHe exanpl e BIG+t Reithét PR fdewaof amothehsunbedisRenk afntim ceclpsablihd FI G

25 is a pl view of the conventional .reclosable packaging 5 bag. DETAILED
DESCRI PTB&W%@%ﬁEW@SE%WW@ Enbodi ments of the present

invention will be described below with reference to the drawings. FIG 1

illustrates an e 1 i ' R]%

present invent ilgfr?ir?llsg%gﬁ ?%hplcg)t%‘tgrgméﬁ g%\‘g?t% %@gg@%ec o%ggrgg%isagi ng
bag. The - ] i b i ; BnC j in
bag body 14 ard T R e R e A e e O

two sheetsntdnthi hawimgt @ reedankllat plde-shapsiarg rebeivedposi te faces of the
bag and of a sheet of filmmaterial 13 for form ng the 15 bottom of the

bag. The linear fastener 15 is provided on the .inner surface of the
openlthg porti onFisk. Bhis mavievbalubbtmhtinigl 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



The above-nentioned main bag body 14 is prepared by folding the sheet of
filmmterial 13 in tw, placing the thus fol ded sheet of filmmterial 13
bet ween the respective |l ower portions of the sheets of film20 material 11,
12 so that the folding edge 13a of the folded sheet of filmmaterial 13 is
di rected upward, heat-sealing the opposite side portions of the sheets of
filmmtgydgahi11l, 12 to formside heat-sealed portions 16, 16 and
heat-seal ing the | ower portions of the sheets of filmmaterial 11, 12 to
forma heat-sealed | ower portion 17. 25 The above-nentioned sheets of film
material 11, 1ZRIGL314re 4 eroesseétibhal sieve ihhsgtutingf ahmusitienry sdealifig such a
sheet of filmmaterial, there -12 can be used for exanple a lamnate film
conposedmsfans puiwded am the eesdyitendablnipktionsasthowraimFlan 18; umi num f oi |
havi ng a thickness of 9 a mand a pol yethylene filmhaving a thickness of
50 um or a lamnate . filmconposed of a pgJyester filmhaving a thickness
of 12 a mand &K1 pbp )lﬁtah%%sﬁes‘fqtlQﬁﬂaYﬁPWgﬁlléflsctFﬁt@R&@s@QﬁﬁS@tlgnrﬁft'br?e

above; ment. i qned | i near fastener .15 is sed of a fenal ef asteni ng nenber
18 a HEtay Al gahar STV 1@%8%%14?\ FIG 2. The linear fastener

15 is provided al ong the opening end of the main bag body 14 and has a

| ength corresp i Nget; | AR it i t i t he
total width of the & s Qskieti 1%_@1%&1{11?13%’%%@%%6% Lk %‘ egugaﬂcﬁ?e i dt h
of the nphdrba8shBRYpddkagingShaynfithe Presedt irfiRAHtedH;s received in the

sel f-standi ng type recl osabl'e packagi ng bag 10 nmay have a square or
rectangul ar pl ate-shape. In such a case, the self-standing type recl osabl e
packagi ng bag 1PIGar7bdsdef scherhdtid oviawl Sllustratimg aheeothegusteps for

paral l el epiped. It is preferable to provide easily bendabl e portions such
as not ch&wiastnringndia edlesplle pagkagiagrhagpbthe peesan) mwepsionts and t he
mal e-fasteni ng nenber 19 of the linear fastener 15 in order to facilitate

such, def ormati o f the bag.. It s al referabl.e to reduce the thickness
of THE bot b endlisor dfoRs Biblane idhaps B hexcranty foHB eI e

mal e-f as i 9 t i ' 1G 2 illustrates an
exanpl e %ﬁaﬁlﬁggﬁeﬁgﬁéﬁélﬁaé §g?%%:bﬁgsgﬁr%%‘%q§gn§nd the mal e-fastening
menber 19 that formthe |inear fastener 15 are joined to the nain bag body
14 during the fpral 19 iPhaea%MmI ep1ecddiGefBilinsPadito e dtbppdiortion of
femal e-fasteni ng nenber 18 and the Tl e-fasteni ng henber "'I9 are joined to
t he uppethgeetiosabdlelphskaditgy bhg lesishwatia PIGfidm material 11, 12 for the
mai n bag body 14, respectively. The -13 opposite side edges of the upper
portions 1 la, 12a are not joined with each other. Mre specifically, the
upper portions HlGa20iga vew M stheting aomddificatien efithe sldevel@s shawimg t he
opposi te side edges, which have not as yet been 5 joined with each ot her,
are bént 1%tFI?}|-gli§% angles in opposite directions so as to be separate from
each other. The upper portions 1la, 12a thus bent are placed between dies
20 and 21 of a Linxear-.fast.ener | di.ng machi.pne as_s in FIG 3. Then,
synthetic resi nii(g'cgiﬁ ap‘élley’e{l?r&q%tén @sm?(ilﬁc?%?%@?gié\@i%ee&’%? tsglﬂwﬁ ate
froma g ehéZjH. the die 21 to nolding spaces . _ 10 through runners 23,
23 by an’insert 1’'njection nolding. Consequently, the fenal e-fastening
menber 18 and the mal e-fastening nenber 19 are joined onto the inner
surfaces of therhgnR2uRRepePbddtBrsSvikw Blust?atinEagh eRlniple dfebbetomast eni ng
menber 18 and the nmal e-fastening nenber 19 has a smaller length than the
entire wfdtrhacibnt heetiwidnukad irodke lrkclddulsie Ipacegingi bag | of, tibotgresént hem
have a | ength corresponding to a value, which is obtained by subtracting

t he 20t alinwgnitibnpf the si de 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 femal e-fastening 20 nenber
18 and the mal eFl@stZhin @ MEFBRECHYE VRaW HisHathes 1IaniBer i@ amBpls of are

joined tqQq a sheet of .filmmnaterial,30 prior to the formation of t mai n
bag body%ﬁﬁo LG f%%@‘;u§% lfleﬁlﬁ‘F gcf § RAGRA#IRE ?%ga(?#(;%??le

mal ef ast eni n%a{rerrbert. 19 are joined on one surface of the sheet of film

mat eri al P35S LYYy pe spaced apart from each other as shown in FIG 4,
by placing the sheet of filmmaterial 30 between dies 31 and 32 of a

| i near-fastener nol ding nachine and injecting synthetic resin such as
pol yet hyl ene resin



-14 in anolten state froma gate 33 of the die 32 to nol ding spaces

t hrough runners 34 by an insert injection nolding. The I ength of each of
the fenal e-fasteni ng nenber 18 and the nal e-fastening nenber 19 that form
the linear fastener 1 Sis not identical with the entire width L of the
main 5 bag body 14 to be formed, but has a Il ength corresponding to a val ue,
which is obtai ned; byssult rackie®g iflnetiaied tMedtdbtedmt ke shee rbeldbabral ed
portions 16, 16 that are to be forned by a subsequent process, fromthe
entire wpdtRagingf bagewhmichn idabthioyd by .thblexaniplecsf fitd botteinhifoh@agionen

bel ow of a nmethod for 10 manufacturing the self-sanding recl osable

packagi nndihgdlds skowst in FhEr &3amedr epared three sheets of filmmaterial,
i.e., the sheets of filmmterial 11, 12 for form ng the opposite faces of
the main bag body 14 and the sheet of filmmaterial 13 for formng, the
bottom of the n@gq“r Bagishadglaty vieps ofidye, conecrfiepal seclpsppierReekp8INg 3 for
forn‘iyg Bhe bottom of the main bag body 14 is folded in two. The fol ded
sheet® of Pl m material 13 is pl aced between the respective |ower portions
of the sheets of filmmterial 11, 12 so that the folding edge 13a of the
fol ded s faf i ! } { HRYVRN y1seal i ng process
is appli ?ﬁ‘%&% q%’&e@%@??%ﬁg ’Egmg?k{%ﬁtﬂgﬁeet S I‘?&?qﬁ?%@mt erial 11, 12
and the sheet of filmmaterial 13 to forma heat-sealed | ower portion 17.
Then, the upperEpmddigients bf.thé2pr&eriththvdtrtdrs wifll bel Aesatibed abeldbd 12
havi ng the heat-seal ed | ower portion 17 formed at their |ower edges axe
bent at wmiightefznghes to nheppastihgsdi recti ons so as to be separate from each
25 other. The upper portions 1 la, 12a thus bent are placed between dies 20
and 21 of a linear-fastener nolding machine as shown in FIG_ 3. -15  Then,
synt heti c resi nFXuch ildshstoeanexaapien whichoregiesalecrrckaging hag

LBL?@% L AF G PERRST L IMEFRIo, 15 SRITGth dor Rs BFIT SLAPGRE oY FEFIRGROLD 2 10
2SI hdC |

e 20 BRECSEIGY Rt IHRa st 28R BT dPlaif SOARER g HATD 03,

di es 20 &fd 2% 5t e | . . ._

phces. St pmatn Bhd BRPES d il MReafTaSis? 1 [RECTRRLT SEST g

nenber 19odfat4 i9cairipesdd HERKO ST filn Belial Nad 10N féhfornfingy tHeur f aces
of the upper portions 1la, 12a of the main bag body 10 14, respecti vely.

The | engbbpokitedabeobf the Hagnah é-df as tkeetnof fiktnbaatekfalaldl fohéomairgs: flast eni ng
menber 19 is previously determned to be snaller than the entire w dth of
t he Hai nboatpredyhebagy tThe lincaf fastdnier d isiprovidkd hadhesimalerdysfacd ons
16, 16. The bent upper portions | la, 12a for_ the main bag body 14 are 15

pl aced ofRé thpopeaisg MOrtiop efhtie mainmkase bed¥t¥hi ng nember 19 engages with
the fenmal e-fasteni ng nenber 18. A heat-sealing process is applied to the

eat -seal e por | PbAEOTE InsbBrRr Bidtn Niae ek J% S et LA RECNR g
bag 10 | ShREERA! Btn | MatéHid] B8R  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



20 Now, description will be given below of a nethod for manufacturing a

t hr ee-si de-seal ed type recl osabl e packaging bag. First, a rolled strip of
filmmaterial 30 is prepared. A part of the rolled strip of filmmateri al
30, which is unrolled therefrom is placed between dies 31, 32 of a

| i near-fastener nolding machine as shown in FIG 25 4. Then, synthetic
resin sughnape RMHEHY | &2@npRS bNldiihdbeefilfdchmpdsel! bER %bgic%téf @mA gate
33 of the die 32 to nolding spaces through -1G = runners 34, 34 by an
insert i hjpetig anhiaiksigolf A3 A rheatldluntiherhdoflltefvdsg eniligknesbef 918 and
the mal e-fasteni ng nenber 19 are joined on the one surface of the part of
t he rol | edasudra pobfethylanafitrerhatingt suicksess o &0s ¢z, ar @ famsinagadiinot her .
The I ength of each of the femal e-fastening 5 nmenber 18 and the

nal e- f asteninasedeber Polyestermiilar hawig thethdpkness widtl? L4dh eRE Mai n bag

body 14 by.th otal. wwdth of the side heat-sealed portions 16, 16. The
roll sPP?Sﬁ‘tgquﬂ’}q THRYNg & %Clﬁﬁrﬁsélf’r}rﬁi XH& fenul e-fastening menber 18

and the mal e-fastening nenber 19 joined thereon, is cut off 10 along a line

tCo:TEeaf or med. T f?f}{%%%;ﬁ%%inngﬁé’q HieRETab el E%%Bﬁﬁéeﬁeﬁﬁéﬁ’é?%ﬁ%ﬂ?ﬂ?
or med. Sheet o .
BTN e s e e e A e e

i nt er mediraleclihédie ffRehBatl 3 hepteviakea-d1aagethengpdidingeeharof i eanhiittag
mal e-fast eni ng nmenber 19 engage with each other. A heat-sealing process is

appl i ed todyhE4 epubhiasen $emgthpootrespending e sshalete, ofhich is abtaened|by30,
whi ch has been folded in two, to form side heat-seal ed portions 16, 16. The

t hr et0 si gubseanting tee teiedpridthafithgiside bagtiscalndepartiens d 6 Hosfraanthe . 20
Now, description wl] be given bel qw of a nethod, f nufacturing a

four - Si d@pégﬁl‘@gltﬂnﬁéhﬁe@%éggiﬁ%gﬁaﬁkla‘bi%S]Bﬁ\fj.n 15 gg@‘n?two sheets of film
material 11, 12 for form ng the opposite faces of the recl osabl e packagi ng
bag. These shee i rral 1 re bl 0 other. A
heat - seal i ng prggggén{ssl"%@peg? 'lgcgdhta%let %%H—%a.ﬁg%f tgéfgr’gﬁ%aﬁe ?@Q%%gg s of
filmmat ey ﬁ{ﬁ@g  ( ti 2 12

sheets 01?{ a#'?j[%%%raﬁ}{ érglvg% é:@ié?f;o %%z%é?ﬁg o l}@%g%{i{eéegﬁesé]%lo?hagﬁ, %{Ff or med
on their slenva@n@@ﬂgSt%@edrédl@smepa@pégir@ﬁaglﬂo ded@ beMaleedrrhéd Enfi@ta as yet
been joined with each other. Then, the upper portions | la, 12a of the
sheels ofcufbel or ratrectaalgular dareletepiped. atlt ris ghteférabigl ®s providepessilye
directions so as to be separate fromeach other. The upper portions 1la,

12a t hus bsasiabde @ogliansdsel weenotdlespaspodionsi t@ beobenheof thadamdlast ener

nmol di ng r}'achi ne as shown in FIG 3. i i
astening 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 11a, 12a of the

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



Then, synthetic resin such as polyethylene resinis injected in a nolten
state fromthe gate 22 of the die 21 to the nolding spaces through 10 the
runners 23, 23 by an insert injection nolding, so as to extend on the bent
upper portions 1 la, 12a that are placed between the dies 20 and 21 of the
| i near-fastener nolding machine. As a result, the femal e-fasteni ng nenber
18 and t 1 £+ ! e Rns0] ned [ k age$ of the
bent uppgﬁpg§¥55%%§E§§%?8£2a. ?ﬁg%?gﬁggﬁba%n§55%93¥8?ﬁ£ﬂ?geggﬁgﬁe-fastening
menber 18ttard the mal e-fastening nenber 19 is previously determ ned to be
smaller than the entire wdth of the main bag body 14 by the total w dth of
the side heat-seal ed portions 16, 16. The bent upper portions l1lla, 12a for
t he mai n bag badpréd 4paciiqElhs ebeanepapportioms hén, d@atdiahet stecatalod {ilmst eni ng
menber 19 engages 20 with the femal e-fasteni ng nenber 18. A heat-sealing
process matgpiglildd 1% havéngpbe sinnesiiedddp @dgesnwhigh higge ida@ssyestbaan m

materjal 11, 12 to formside heat-sealed portiqgns 16, .16.. The sel f-standi ng
type ecJ%QSQl“élt‘tB%S%g‘P%rbégei g2 I PRBES AP ORRATG dirprRong §0 as

illustrates a_ pack d article,.,which. Ls tained fill] 2

recl os abﬁ%%ﬁa%%)aadﬂiaﬁg%ﬁ%rg’ \9\?&1% dégﬁf'e n{f]ge h"éﬁgﬁrgpgrvgg%/alnfg%l gg 65&33?%%%%_
The pack i i t 13r.eenShdes ? agi ng
Ihe. packageaidd 6Ly ANPSEM 91 e B IR SRALPhORR) AL EHRARK 20! 10
l'i ke, haghp@rt e FRS! 8N9uteén Phkdhen SRR sIE RISl Fory&hpwé}esiﬁersel pt of
the contents having the rectangul ar pl ate-shape in the three-side-seal ed

r ecl osabligjeparkagianghdiegh 4$tadefroni® g R2pfdthe tie02a toerioddizly apaces

paral | el epi ped as shown in FIG 7, which has a side 5 corresponding to the
-shapt0 of thimiglomuenmters 23, 23 dycaseinsarpanjeictionomaldngagtConseghentiy] udes

the side heat-sealed portion, is deformed intqg a flat, portion, while the
opposi t ethadenade-fapiening Bepaber 4ot anddtheamalerfastaning memper #9%are he

tion 42 of the deformed b i ch includes the . li f 15
ana. o i eRb ol B S HGE 80 fhe ok bpg bR 1end 2 aefel the
| : . o
from t he hbavSnal PR EaTh P RreriEy 18 A kAR RERRGRALL pRinB: oo
Th ' f Y - i 41
B R e R e R e W

FIG 18, ispeeifidellyl dotRroNthieen Pa&kagrRh@ht dotrespéhdiag fida tviagu é eghadloid ar
shape as shown in FIG 10. The opposite side edges of the upper portion 42
t hus f ol dbdaimred] ey subtrantirne tlad ovtaderittioné dhé lside hoat-sealednsortibigl16he si de
heat - seal ed portion. The projecting portion 43 is bent downward so as to be
i n par al 116l theitiaret ioebe foraed ihyad syibseqgpeaneroceshdremnthenesting wididwal i n
FIG 9. Inp this case, |[t. is preferable to provide an easily bendabl e
portion $UEANEWN gaﬁg?ctdry dfi-a portion of the linear fastener 15, which
corresponds to a bending line along which the projecting portion 43 is to

oo benponds endi no ' ol rtion 4 _
23,25 Now, dectiTptt oftalde b s BRI SURo ARG her IShBl BBl o' Doy
g; dt gg othehRrbedi HBAl tRE hifePhehslthg RY&RLEPN 1Y Hint §HANeREE fiRek CS. 11

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



-19 The recl osabl e packagi ng bag 50 conprises a main bag body 54, a

| i near fastener 55 and a sl eeve 60. The main bag body 54 is forned by
folding a single sheet of filmmaterial in tw so that the folding Iine

| ocat es downward and heat-sealing 5 the opposite sides of it. Mire
specifically, the main bag body 54 has an opening at the upper portion and
the heat j5 gahRhkePP5tdteNFoRPa Sfte083 IdT&heRPRS2 @0 ShekSing [§addsnEioulgist ener
55 is provided along the opening of the nmain bag body 54 in the same nanner
as in theuenbesidendy an sheam injeftich Roldihgbrehspength adl ¢ach af the

mal e-fasteni ng menber for the linear fastener is formed on the inner

surf ace fmalefadtenireg oppodend anditbesmale-fa&teoing heernbertl SofthHti fomm
material for formng the main bag body 54, in the vicinity of the opening

t her eof , t@dingaf daatendrasddping dertigal fwithtthe entieawidsl lefbfhe 08y ned on

the i f ft th ft i ti 51, 51 15 .th f.
The 1l ePaRdbsGiel 6.1paBE RFHE drebbb TS B ety PoassPPadTHhcP BEAE

i ded h t.i f heet,, of f i .mat erd al , i h
heat - soardtchar FEined DLeehiatiE and iasal SEh s B BEBH%IRL o
such as aRAbns SN 160310 BE il K6 ThESSLGEEA0CIS, apsORRS of @
pai r of opposi g front and réar face Ort T ons. B0a, 5bb and ‘a pair of

si de facenpee twigRA I1068F th&QHatrhBhgRIy14Vi ded so as to connect the opposite
edges of the front and rear face portions 60a, 60b with each other and have
proj ections 60cx, 60dx having a triangul ar shape, respectively. The front
and rear face pHNotv,onde@iptiéGOb Wil e behegivane belvangdl aa shefmd Ther 25

side face portions 60c, 60d have the sane pentagonal shape, i.e., the shape
obt alhed mgnyfaaiuningthe seltsanglingwieciosable peckeging bagalHyl e | ocati ng bel ow
it. Each of the side face portions 60c, 60d has a folding -20 l'i ne FL,

which is forned_in the central portion inits wd directig& SO a
e% 1l

eﬁt enfj the | ongFtabi FAFTSIATe RS ﬁ‘,re%sthsrﬁﬁv@\tl“?q{sF‘P qoymaferialabEor ﬁ%18I Y,
V. . ~ i i G
15y andisets SRR Had MR Y. o2 HoPIRRERAE e SRl s B0 Me Wil S e

side fac i O 'ﬂﬁ§¥- | ce
porti ons%ggg‘iéd@gz,a e\%ﬁ?F%é%hg?tgptﬂhéhﬁgﬁﬂélﬁfgﬁgif!r)lfes f t?ffa]?%.ﬁoﬁgpts}iieve
60, whi cinain ke@tbddy 1he fol ded state as shown in FIG 12(b), is inserted
into the main bag body 54 so that the peaks of the projections 60cx, 60dx
cone into contact with the bottomof the main bag 10 body 54. Changi ng the
shap&bof the sl Ehen, thhistiechad fileematesialt €8 fontformireg vae rbditgmbofith&4,
into the three-di mensional shape as shown in FIG 12(§g causes the main bag
body 54 t@aizebrgpodynl #He feldggeinatvahohheifaldadshad ¢f filtamaterid 1hés mai n
bag body 74 used in the enbodi nent as shown in_15 FIG 16(f) differs from
the nain Pi%@eqs)gapwsan 15 gKSRACHYE kawesT pOrtiAne f T srsrbeqetﬁaif MRjfEaheat

pendi ng” Hriveienot SR RAF it B0 12 00R BratdheLa0RRGRRgRRLS i T
the mi n difghibadinddra R egl SSAble JRACKAs](d,BARaSE BANdI:ChaRAGE T Nto @

st ackabl e rectangul ar 20 _ e upper portions of
the pai n Jpatebsidetdbiofing hawlerial FlG32 8ndS%taNghdé: of 8wl hi2eafiaf Ayt eer 55
is also bent so as to coincide with the rectangul ar parall el epi ped shape
when bendonp 4 heatyneetedptoweoperbntle mai n bag body 54. The |inear
fastener 55 has easily bendabl e portions 25 58a, 59a as shown in FIG 13 so
as to facilitate the above-nentioned bendi ng operation. The linear fastener
55 has the fenalbenathewpngrmartionssBlantia 2f the sheetraoidiltasnaieried Insnber
59 in the sane, manner as the enbodi nent as_shown in FIG 2. The easily
bendabl e lohaviistishcatogaleshiowarepontian Ad forues albhein lawer pdgsearey
renovi ng.partially the.fepal e-fasteni ng.nenber 5 nd the |.e-fastening
renber | S4RTH A HERE ARELES JorBRSRLC GIrPOHORS (ReaRdP PP ST CCHBERTD {5
the %perotﬁggesTer &};}?ersﬁgxecigr?sc?lg?ﬁﬁbqﬁ%s bent are placed between dies 20

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




60c, 60d of the sleeve 60. Accordingly, the easily bendabl e portions 58a,
59a has neither fenal e-receiving portion nor mnal e-engagi ng portion, which
are provided in the other region, and has only the flat plate portion. It
is therefore possible to bend easily the linear fastener 55 wi thout causing
10 unseemy outward projection of the bent portions, thus providing a

ni cel ooki ng st arke) symdodtangesiarswett aklmilepilpdens hapier of pbhemeylasabl e
packagi ng bag. The easily bendable portions are not limted only to the
abovedesoesiheid Bijcatrduir.a Thelteasithye frordatiie gpte Ci2ont thaydibe2 i dondte as 15
hol es that are obtained by a punching operation or the Iike in the

cor r espoRthl AN sparey thonigh Hae sRnNgEs LSmA3eby Hae EnseTy iniashion BWIANE.t he

SE' ¢ lhfeaitgé i“sif@%2‘%5%%%%#23%%%&%&%%%%??A?Eﬂﬁfi}%ﬁﬁ%ﬁgérﬁlﬁaf # o
i . i ice. T ' 20 ; [ 58a,
s0a db noEtyERRTREsTE Al epdor il el MG Piele P BRE S RRNG: ollfe >°°

f ast ener : Le d ] J

pr aport y TR LS HIRIANHE ik TUBRR Srdtec?lh THEPTIOTN SEA Y the
easily bepgrbl & Badd %@éce‘i@a,Aéaare&um tadXehi AEYas e inBdneBahs P8nPH8b,
59b, 59b as shown in G 14. 25 The auxiliary sealing nmeans conprise a
pair of rthésnékbfash8hirtpwiagbar tId t@uiorin chedhrezedhstanebd cregoenddr med
integrally with the flat portion 58a for the femal e-fastening nenber 58 so
as to propetdte trowarsutfhees 2P the mpiperfpatiorianglaphBarof38eandim bagibodyf ri bs
59b, 59b having a triangylar cross-section, which are fornmed integrally

wi t h1Q he 1Y, aespeetiyeli. sdder engtheofaeh fafsthenforgalecfasteni® srembet ol oj ect
t d the fennl e-fasteni, . The ti d ti f the.rib
conc" Sob oot TR AR ELNRTEENSG, P s b a BTy B SRR D7

ti d i t i of,. : - | g
ebpecti ot 8 re B SR hain HBig Bbad 15 7 e 1520 SAUDR oFRARRIgE

portions Ha8R.seaBH pobtibAg fgaléng state of the linear fastener 55, i.e., in
a state in which tﬁe mal ef ast eni ng menber 59 engages with the

femal e-fasteni ng nenber 58. 10 The projection height of the ribs 58b, 58b
and 59b, 59b ar®heuhaitanbipatIportiders i¢a| 1Wat forhedd nedint ba%ctﬁmsh laf atdre
femal e-receiving portion of the fenal e-fastening menber 58 and half the

hei gh® ofpladesl oakeeupogayiotieposa tloat tie rhalerfdstefiang erembendritbengages
respectively. As a result, these ribs 58b, 58b and 59b, 59b do not

det eri or ¥ith tthe femaleyfasteriagamegnbengsy t A breattsealingi pxoassadanrplisst t i ons
58a, 59a. The ribs .58b, 58b and 59b, 59b as shown in Fl 14 | ocafe so as
to be apiPth§ RPN sifls PREUCRS M ithe shers (H?mﬂllén@%?el}eééit\?i %%orti on

mal congadi Ry OREPOnel HRBORS dC adfeni ACnenperaaging whs aetispble

di stance hal '  m2eheénd 59b, 59b in the vicinity of
t he fem?gr%ggggr\%ﬁégg{)gﬁgkgg%{f%)ﬁle% e engeggi ng portion nentioned above
permts to ensure a further excellent sealing property. The above-nenti oned
auxi pary seal i Ngwyeades@tigtiont Wil thed giviey t Beldwe @fove- rRBthahedor
structure. As shown in FIG 15, they may 25 conprise a pair of ribs 59c,
59¢ havi mganufacdipentg ddhreecidesealédtypevhecibsabke packaeginigrivagral |y with
the flat portion 58a for the fenal e-fastening nenber 58 so as to project

toward the mal e-fastening nenber 58 and a -23  pair of ribs 59c, 59c
havi ng a trapezBii$h adodsd-stein phHlmymiatarial 80 isy peapargtegraPayt af the t he

flat portign.,59a.for. the nale-f eni ng menber 5 o.as o project toward
t he fgmalrIBﬁ?gs?téH? e %&ﬂb‘@'@tg@?’? I ’th’i CR S UnFR e‘ipt&&reﬁrerfﬁab% PE%?? ons of

the ribs r ml e- f i ; r [ t act
wth tne REgeraibes 3 PEel SR RE At R0 R BR B B8 o B $96°

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

| i near fastener 55, i.e., in a state in which the nal efasteni ng nenber 59
engages W th thenhkanmayerthagt eiisiiy SIREPEE &ﬁxeﬁ@léﬁ&re@ﬁ?% iiRfdceed Whl4 be
gi ven bel ow of a nethod for manufacturing the recl osabl e packagi ng bag of
the ot hermertendstmat froas et igaed Idofetlnd diBe3pr &sendldingespacys tHiwugh
manuf acturi ng met hod of the present invention conprises a preparation step
for a non joined main bag body for a packagi ng bag, an 15 position

adj ustment and folding step, a cutting and bending step, a linear fastener
formng step, a heat-sealing step and a sl eeve-insertion step. The
preparation step for the non joined maléh—bag body is carried out by placing
the opposite ends of a single sheet of filmmterial 70f one upon anot her
and heat-sealing the overl apping portions of the sheet over 20 their

M o, o o oy —



The position adjustnent and folding step is carried out by turning the
non-j oi ned main bag body in its circunferential direction so that the 25

i nsi de edge of the above-nentioned heat-sealed portion 76 is apart fromthe
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 -24 ruheers Guh F Hyhansirderf agjecpiort moldGgl oAstdhecshleetive GOmMalki ch is
used in the sleeve-insertion step, i.e., the length "L" as shown in FIG
12(b) . Tiestening memahdr B&nand ghstropld-sasigningmesubeby  arenjoiged 9n- G s CL

at the upper ends of the opposite side edges _of the non_joined main bag 5
body af t @RetHETResnef dheopat ot Hee geled; gsimaf ddmamtesird 31 sai &y t@ﬂéf‘p, and

t hen fol ding the. upper portjons t he n_joi ned Ln pbag po whi ch

cor r espoRtPEAE MO 6’I{hF’ﬁe @I}F Eﬂggﬁdi eéﬁﬁagpt%bebgrgggéf%#ﬁnm%m each
otherr to j bent ' : l.hnear..f ast ener
for n15ng 2{%}{:}8}62 1(%:?&92%1 eoﬁ{hlggg%féﬁﬁgﬁ%ﬁﬁbgﬂa% l%gs(rg%h%%gﬁ&ﬁ(}ﬂé i %ﬁ]ts‘}&?n a

li near-f r j @;%41 a j i hOGidd ekt

f ast eni ngﬁhtrlrgd‘I e?ﬂﬂegfrﬂ%ﬂe 'Igl)ggy ﬁis‘? eneér{Bé%ptwﬁéemlI E{Flg?rlggbéfagéggg f%qhe pair
of bent peftibassiafidy an insert injection nolding, respectively, excluding
opposite side edges thereof. The linear fastener formng step is identical
with the linear fastener forming step in the 15 enbodi ment as shown in FIG
2. The descri ptTharoled stiip affinehateriadid, achichieashthx fespale-faptensg i s

carried out by heat-sealing the | ower edge of the _nonoé oi ned mai n bag body
over itsMHRPEELYS pRd: the walehfagtering sictebet HO iniged dreseanaihent-ofkal ed

Cageld or Aot s & Flod aH DaboBBap PP B OB GBbre 5 BREEdReBlt s oL
Si cove-  HEBr PPoh 118 PR SrRtL BHe Syt SEEFRFTE% nliid FRE% T The
doscri bel Tt FERRT ThEmPIR ¥4 and W bk T g b 1 S8RE S008I T on o
it is theppbeite éges) @@ shown in FIG. 6. The cut sheet of film material 30 is

folded in two along the intermediate line so that the female-fastening

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

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

bag is prepared in this manner.

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

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

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

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

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

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

sealed portion 17.



-25 Changi ng the shape of the sleeve 60, which has been inserted into the
mai n bag body 74, into the three-dinensional shape as shown in FIG 12(a)
causes the main bag body 74 to be kept in the shape as shown in FIG 16(f).
In such a state, the self standing shape can be provided by bending 5
inward the projections 60cx, 60dx of the sleeve 60 together with flap
portions 70a, 70he cdhddie ofifilnmbagaterthl 74, Ihéhaveclkhsabmerphekageatedag 70
can be changed into a stackabl e rectangul ar parall el epi ped by bendi ng the
upper popbittos If formedeim thaiy lovyr ddgesantoine UppEr @Ortiensol kmdl28, | n

t he recl osabl e packaging bag 70 fornmed in_the manner as 10 nentioned above,
the non PdiifBohare MPagSowely beent inined with ©ach pEisH er Bt afnNei WRRES on so

' cagueholBeidr olasBeaRcal Hef et B Pt bobt LAlRIR”, o
FI G 2 1. A i LY, 4 . i i 7
n tHo vRDEKEY §7SPrARI dlsbelipnBi® a3 4B b8 Brafas, IO B BRGT  Hit kagi ng
bag 70 hg\@g)e%g Oadl%iorrfscma,gwbarth%g&t%?@ g£&kd b ﬁv%ﬁ%hé%@é@éop&&&'ﬂ” 76

t her ef or me 1 nconspi cuous, t eep ni ce | ookl ng external appearance

of the reghReaRcarrRskastMtdiathg thaciae ddshewmaindrf@r3i mprovenent in the
external appearance is not so severe, there may be omtted the step for

turning the non joined 20 main bag body in its circunferential direction in
t he above- ment i Bhed, spntiietit uesing smehhas . polethydernd rasinuinimgestdepn is
omtted, the heat sealed portion is placed in the central portion of the

si de fac&1QfeR [péatcelPss 4be ateddanl the Bigy210onda mplding spacembumoagh
T I R R R T v e o
descr | Ded AP ONG A pdifo i PPEM o4 WP BIadFo IR ITRNHASG'5hAS B hod of

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 11la, 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 11a, 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 reclosable

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



conprises a sheet-folding step, a sleeve-placing step, a cutting and
bendi ng step, a linear fastener formng step and a heat-sealing step. The
sheet-folding step is carried out by folding a single sheet of film
material 80f in two to prepare a non joined nain bag body the upper 5 and
| oner edges and one side edge of which have not as yet been joined. The
sl eeve- phrathatikst dpvirsg the reethngulabyplateashape trheeivkdaneth@bag 4tlhe non

j oi ned main bag body (see FIG 17(a)). The sleeve 60 nay be tenporarily
secured to the non-joined main bag body by an adhesi on neans such as a
hot - mel ti ng metReeeiptrabthe condents havitke thegectangiar platedeape padhien t he

o Lt e (DVGG- SAFrIRCaclsalnpAskaIng bk 71 IPTODRSAPS BREIhh AR 8L out
t th f i de ed f. th jai ned mai.n_bag body,. and th
Fol i no heeagnia gteisTeP Bt i no: R8a Gk n7halibh, Mo "
. : : h
other 1o J5r a3 1 WE g ShelSof e SohiertS, i i bafeE o Bon AT B ey 1 <
carried gyg

! Rhichgelcneddédenpaiife HeCsHalPQ 1d21dh, 118 defbl AR titash anar
nol di ng machi ne and continuously formng the |inéar fastening members for

the |ineporti@st @héle thie dppositeeacéddobtlid bagexplanicheupaard of Abentequitti ons
of by an insert injection nolding, respectively, excluding opposite side
edges t hthewfidtiThé the nggrerf pattiome 4 2f of thiendeforaed bagdehid¢l ahclnidels thiee

| i near fastener form ng step in the enbodi nent_as shown in FIG 2. The
descri ptliBgapfastenies ltﬁépélf gcr avhyght they coptentred o apt-cosre; iylasgep thancarri ed

out R RS Fah PRSP RR ShyhEapERsd Bl BB

M the. | Bagi0dt pdfolfsteckBhn B abEydainilipiba HaioBERBn ol at R, Y
addi ti ong; @ﬁbhs(gadﬂeng%%nl y the upper end of the one side edge of the
non-j oi ned mai n bag body, which correspond to the cut-out 5 (see FIG

17(b)). The main bag body 84 is prepared in this manner.
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 vertical 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.



Changi ng the shape of the sleeve 60, which has been inserted into the nmain
bag body 84, into the three-dinensional shape as shown in FIG 12(a) causes
the main bag body 84 to be kept in the shape as shown in FIG 17(c). In
such a state, the self-standing shape can be provided by 10 bendi ng i nward
the projections 60cx, 60dx of the sleeve 60 together with the nmain bag body
84. The recl osathe reaokanicpabiraz B a9 shecchpriges d foin bt BEAAIBME a
rectangul ar parall el epi ped by bending the upper portions of the main bag
body 84 Haesahdawtener B3G&nd8a skeaedd@0. Wien a co-extrusion filmor the

i ke, which has on its opposite 15 surfaces a heat-sealing property, is
used as the sheet of filmmaterial in the above-described nethod for

manuf act uri ng tHee meeinndagl odadidais fymed by foldingassingie sheehpbiidm t he
heat - seal ed portion from projecting outward by applying an_easy heating
treat rrenfn%tﬁplﬁlllén ¥Q %%gﬁtllb%g(kl%&& Emts’ Cﬁ%ﬁ\g@%‘ggﬁé‘r@h@%&@ﬁ%ﬁ@?@&l
shap l't, is_therefare 2Q .possible to.}. rt..a ni ce-Jookin arance to
the rbcl HRETPEOSIEISHRAPID, R P SoibeRRY ot iR bR 1oty FEAS A

addi tion_ L I ' . t dj \Y [ d k@n

packagi napkglgﬂsg 8?11 t?d‘?@%&a?@ﬂéﬁf&ﬁg\@gr% atl Féési% gr%&gﬁ{ré E'g)i’ nég%Sf 8%lg@reder ed
and the papgkagkngddags fromfalling down fromthe display shelf due to
ent angl enent of the heat-sealed portion 25 of the packagi ng bag with that
of the other packaging bag. In the above-nentioned enbodi nent of the
present inventiDhe lidearsfastmecnds B prayidednlshgwhei opdihig aPthdmeaisl eeve
isnot limted only to -28 the above-nentioned shape and may have any
ot her shipe bpdwdt én thsagae keaner Aain thegreerinent #e shepmn imFIG. 2.

presc ibg? shape., The present invention also includes a reclosable |,
n

packk i nd198g SPRRIL: léfﬁr%i Fgal?éaﬁkﬂm@gt mcr}abﬁbg% m;ili???ﬁvéﬁmnqrnls |
. nE ; .
o oront GRS o the e ST FRES R Sab O SBR bt b 53 e el e

portion L : ' oly! jh N -0 he
i n bag hsay of Pl ARk IR B Badoal SoPREP T RRE AR o ® i
bag bodytndh ehﬁ% PRERIE, Qﬁﬁ@fﬁrﬁﬁle@%téﬁir@ﬁfe@ﬁ%@f fchathe néaefastbemaI N
bag body is 10 folded into a prescribed three-di nensional shape defined by
the sl eevef@oned ohotheermdrhouiihes of ithedthbr e€tkk opposi@bostiens 5115 1a
result, in the above-nentioned recl osabl e packagi ng bag of the present

i nvebd i otherdofi s Thetmalevaysl fenebsfastening anemiblees Ifondéhe lirastrefastetgr an
insert injection unlike the above-nentioned enbodi nents of the 15 present

i nvent i oR> Mt Braspded orcre portiaas|of tharshiegs o fidm mgderinhseinedplingigls been
f or med n?%ﬁge f&%}ed qQnt o prescri bed place of the main bag body by
adhesi ve mealed PREHQRP ng process that is to be sinmultaneously
applied during the heat-sealing process, or any other appropriate fitting

means. In this Eelohbe | S0 PIL e j 0 t..the
opposite ends o?ﬁghselek?%eﬁg(r) f-as éﬁgb %ﬁ\g)ﬁglgae@éés%%t%gﬁggﬁdg ;r)Eosr ?)!a I’?E’ on
por 1 ons siheneqt fddiCoPahe likel NCTRAMBCERANY 135 bR efcz Chhpeds
enbodi ments of the present invention. The recl osabl e packagi ng bag does not
al wags r eqpioséng Heset bed vees favd @ortibe sdedanéoboanidmar paneniside fade
external appearance is not so severe. 25 In the above-descri bed enbodi nents
of the pmpegtionsioigrifdthatact prbvided po asdotdomredidbe, optakitotdgeeot] eeve
60 has a function of coming into contact with the bottom of the_ main bag
body 54, the fremttgndorear faeetpaniions6desr PBbdwWhdsiadachn agher nd| kave 60 in
the main bag bod 4, 74, .84. | f the main bag body has such a_function, the
proj ecti sRelessions G0 Gpax Véméé\/@l%}F%ll%tS%%irF%‘?CW‘ﬁﬁ- rclgls&s?n% o such
a kind of_ reclosabl e ckagi b t he ot her enmbodj ment, of .t he pr.gsent
nvent i ot FrapEs BECUPRBG PN Nith erarindectaha a8 sapen dS. The
recl ggabl I iﬁﬁg SR ng%g b Eﬁgﬁ 4 i near st ener
95 ag asggggéé@gg%g : nggéing 6%r |£ﬁg ,CQQQ%n é§t§%e %bg%ﬁop%?ons
96, 96 ofgi:e WHBIRRY HPWorfbidhd N fReLa0RbLAIPASKANNGRAT ¢ shown
in FIG f% 0 correspoégpté)tﬁé 0 posiﬁgﬁ%%??iong 51, 52 aﬁgﬁfhe ©

heat - S_eal1§elaﬁﬁ§tb@6® 16, Fehobf the d18k Tab@Hd?fienscd0ef 6bbehasd asiabhe
packagi ng bag 50 as shown in FIG 11, respectively. Each of the heat-seal ed
portions 96, 96 is provided on its |ower portion with a stopper portion
96a. The stopper portions 96a, 96a face each other as shown in FIG 18 so
that the opposite 15 | ower side edges of the sleeve 60M 1 are placed on the
st opper portions 96a,



96a. Each of the stopper portions 96a, 96a is forned 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
prescri bed position of the sleeve 60 in the nmain bag body 94 so that the 20
| ower portion of the main bag body 94 can easily be folded into a shape as
shown i nlikk GL,8vhitheisgbemied 00t clcdrienkbporitoi as itsowiithl diactcidos sordd #e t he

sl eeve 60 descri bed above. The stopper portion 96a is preferably formed on
each of extendedtihedahgitudinal direcdhin,oss sbhostroun FiG.FILE(a)18 Addondingly, t he
singl e stopper 25 portion nmay be fornmed on any one of the heat-seal ed

porti onstisslesge 6thaay bigyerthsothiesndigsengipnas strgide8s sheyvaasi RS-

parti al l he width_of the |lower portion of the at-seal e ortion 96 as
Shown i 1Rl arvi@qmoq%éégl 2 dlatzptate @s Hhawsn F?(ér 346k I%sﬂo ng

recl gsabl e _packagi n g i gl ded .int o .t.he shape.as Wn i I 8 in
t he gafinesﬁge?nﬁ%ﬁ'e %é) rg(?g‘gr?@gd 6}6{)\%8%'@ %d?rllg 3&%%@5 Ogr}%(?df'\‘q%cg%%on 60M2
of the s 1 ' ] : i ve 60M2 has a
pair of béﬁéﬁ%??f’g P@ﬁ%@?@%ﬁ?ﬂ%ﬁﬁ%gﬁh%gyﬁ E%F‘E’Lf%-eci fically, the
sl eeve 60M2 is conposed of a pair of opposing front and rear face portions
60a, 60b and a Pieé sledvesbdewitaer iBAtdptomStid oldeddstalid s shawarigereRt fl aps
60cy, 60dy are integrally forned with the upper edges of the side face
porti ons1@Q(g), i6§0ichsettddhéntd ebeensainabag obedyw)3Etsouphat dheFpéak Wfajhe
illustrates the sleeve 10 60M2, which is folded into a flat state. The
shape of projectipasa0eoNMIDd® caatt intosemagt With thediadtor ehtheyainhag a

rect gugar shape by unfolding the side face portions 60c, 60d. The

rei nf'orc H@Nt‘?laps 60cy, 60dy can be bent inward as shown in FIG 20(b) so
as to increase the strength of the unfol ded sl eeve 60M2. It is preferable
to provide the sj i i . €] : flaps
60cy, 60dy, res%ielg@gglrg% g%i:ﬁsl:p%g%etﬂlrge%?% §r g‘%ﬂ%ﬁ‘tﬁ% égg?r%@é%%\%{rge &

provi ded non 088406, h;sBcﬁ,i gﬁof e tRRELI BRI a P apE! & shbvh liHsFf@tes the

ot her nodificatron of the sleeve 60M2 as shown" in FIG 20. The sl eeve
60M3 i s igestdamdesttBelit@in/Reviso®PBY 3bhexespin t@thhpe dsitin aFI6.

det achabl e cover portion 60dy. The sanme reference nunerals are given to the
same str ué{fifalthelhghehesmand bageboldys Tri ypsadin die ehesediehenteas shosrnom tt ed.
The cover portion 60dy is fornmed by increasing the length of the

rei nt®r c &entl &) apiffeosiyrern tonmaimbegGod06H) as sheavih englf .ol Ltinethoover

portion 60dy is substantjally identical 25 with the width of the fraont face
portion &UENETHRAT R HNBly theat SoaledcRATERN) ur HeSUEh 1 attatee thepseiy of

the cover_portion 60dy is,placed.on.the reinforcenment flap 60c shown in
Fl G o1 51EReREonans et Bt Ly Ben Sk RLEaT thaan hsdicls BRgEn of

t he unf ol Vv : i £ of ortion
e unt Ot 5f 6RYBOMBO (e nayif RESELLOL PR O O B SERKERIPOT o
so that ?&%kﬁgﬁ?g Ba%t iz eAAY 1s@n chasiokd hatslehacsiadkhb®n ro&asipgtigarl ace
portion 60d. Finger holes 60dya, 60dyb are forned on the cover portion 60dy
to f2@i | ipaatlekipiped bynbeddie tieofugpermdiibrd dbtli@ceairobhpgdiod084 ddier e
may be provided a cover, which is formed separately fromthe sleeve and has
an i nver showrsirapdGSo &9 andbkOi nserted into the sleeve, in replacenent of
t he above-descri bed detachabl e cover portion 60dy. In the above-described

enbodi ments of the nethod for 10 _manufacturing the recl osal e packagi ng bag,
the bottom of thBerkBeasdppensicRagingismdaidvra@s tot seingie wgbtaﬁ@m ar

as. iLLSLFF%P%@%%%r%ﬁg%%E&E% R RPER PrRI s S8narPorrhof e o ¢
pocsi bl o TATLPRBORSY -7 € M RS GBS 5T hanisath b Bh 4R, bRt o

by appl yi §E?%' at g

packggi ngg%dgsgﬁf%% 3 Ilzlaggl %Gi Iﬁgor %?efd;?%%igﬁl e\cti %oérgn(g‘{ﬁr ggélﬁ%et o(g of
the bott gyarRfingheratibasal e packagi ng bag 100. The nodified fornation

met hod conpriseés the steps of subjecting flap portions 100a, 100b of the 20
mai n bag body 104 to a heat-sealing process and cutting off the tip end
portions of theffheMineass festchiecadd had tiee fémplpdastiening Ghandfert 58 ared n bag
body 104 is placed on a base 111 and a heat-sealing head 110 is pressed on
the flap portion 100a to achi eve 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 sanme manner. The heat-sealed flap portions 100a, 100b are
provided in this manner as shown in FZ1—23(b). Then, the tip end -32



_portions of the heat-sealed flap portions 100a, 100b are cut off as shown
in FIG 24(a) to formsmall flaps 100ax, 100bx. FIG 24(b) is a schematic
view illustrating the recl osabl e packagi ng bag 100, the shape of which is
changed into a rectangul ar parallelepiped. In FIG 24(b), reference 5
nuneral s " 100x, 100y" denote upper flap portions of the recl osable’

packagi nghdath1d0QstinghmRHBbKEBD innthe §Mndadasintrars the sntibdnianlasabl e
packagi ng bag 100, there is not required any step for folding the flap

porti onsshowar th d8GhRwn The EASly Iendabladpottioms 58w S9aldorhibaiss fl@dax,
100bx inprove the self standing property of the bag 100. The small flaps 10
100ax, 10Oxtiomg, ndvieheprpeformeaibdy neamaring Badily rthel Emale-fasiening
above-descri bed enbodi ments of the present invention, the |inear fastener

may haveEmBPEHSS aRgk the malfideringhanemderisan thesbending pogsHons, open
eased onkepd RN Ui o e appBiting fo Rt otra e es st b0a A6 Ty BOLiM D) o
ool ent; BRETBPR AL sBUEROL A0 RES) uRP i ety BT RE L
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fastener 1's provi the o ng portion of bag ’bod y the
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portions. It is therefore possible to reduce the period of time for process

and i npr oherdftne poesidsitogbehili easihc yhe Wrerart festenen Ingriboolyt icaokudes t he
sl eeve for keeping thedpres_cri‘bed shape of the main bag body, it is
possi®l e unseehHygultavand projection omthe bagt msayions, shaspprgyeding a nice-

t hree-di nensi onal shape. In addition, it is also possible to inpart_ an
appr opr i $KIBE éﬁ%@lﬁﬁ’%@ trﬁﬁt%l?ﬁ‘b‘éfdpﬁﬁ%gqfléﬁa?eqs’ra?lga%go déF §8g£’§a§3(1ﬁ bear
sufficientl % t he ﬁt acking | oad. -33 Provi sion of the easily bendabl e

portion HRCEABMIE RBBr fastener facilitates the fol di ng of the main bag
body, so as to nmake it possible to prevent the occurrence of unseenly

outward projects : i , [ OM{ ol i ges LN
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conprising: a main bag body having on an upper side thereof an opening
portidn, hedésl thwit nabagobtzdygedobyi at pogrodfiing pperatidn oppasiet éikicolinatthe
sheets; a linear fastener provided on said opening portion of said main
body so gertespexiding hendingoporidenslofdihes famele-fasieding meembieas?@ msrd havi ng
a predetermned Length; and a sl eeve placed in said main bag body, said

sl eeve béhagnakecfasicning membsr oy thusorsilitaiting thePepding 8teP-s| eeve bei ng
fol dabl e together with said nmain bag body enabling the sleeve and mai n body

Lo be Shif{ed DRLMSSA RSE L Ko Lhoh R BB R G B
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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 bendable 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



(i1i1) a second face portion facing said first face portion and havi ng
substantially a sane shape and size as those of said first face portion,
(itii) a third face portion connecting correspondi ng side edges on one side
of said first and second face portions to each other and having a
rectangul ar shape and (iv) a fourth face portion connecting correspondi ng
si de edgﬁﬁal@ﬁa@ftqﬁhgrm&nﬂ@ems%cu afpdislof aitsk 5960 6O bf e@einga tiiangutlar each
ot her and having substantially a sanme shape and size as those of said third
face por trams-s&tich ; wtlicts abrk dopackadgitegraiygwith theaflatdornod Sharfd, theher ei n:
each of said third and fourth face portions is foldable in two along a
verti cal madatfrateningemeaiabenfS% sot aattospiajevetowerd thenfenadleriastening ect s
outward fromthe side edges of said first and second fgcgﬁportlons in the
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5 member 58 come into contact with the tip lower surface portions of the
ribs 59c¢, 59c for the male-fastening member 59, respectively, so as to
improve the sealing property between the flat portions 58a, 59a, in the
sealing state of the linear fastener 55, i.e., in a state in which the male-

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

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

described above of the present invention.

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

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

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

20 their entirety in the longitudinal direction to form a heat-sealed portion 76,
thus preparing the non-joined main bag body having the upper and lower

openings (see FIG. 16(a))

The position adjustment and folding step is carried out by turning

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

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

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

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

The linear fastener forming step is carried out by placing the pair
of bent portions in a linear-fastener molding machine and continuously
forming the linear fastening members for the linear fastener on the inner
surfaces of the pair of bent portions of by an insert injection molding,
respectively, excluding opposite side edges thereof. The linear fastener
forming step is identical with the linear fastener forming step in the
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
ends of the opposite side edges of the non-joined main bag body, which
correspond to the cut-outs CL (see FIG. 16(d)). The main bag body 74 is

prepared in this manner.

The sleeve-insertion step is carried out by inserting the sleeve 60
into the main bag body 74 (see FIG. 16(e)}. The sleeve 60 is the same as
that described in the embodiment as shown in FIGS. 11 and 12. The

description of it is therefore omitted.
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portions 70a, 70b of the main bag body 74. The reclosable packaging bag
70 can be changed into a stackable rectangular parallelepiped by bending

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

In the reclosable packaging bag 70 formed in the manner as

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

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

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

looking external appearance of the reclosable packaging bag 70.

When the demand for improvement in the external appearance is

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

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

reclosable packaging bag 70 having the rectangular parallelepiped.

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

described above of the present invention.

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

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

description of it is therefore omitted.

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

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

other to form a pair of bent portions.

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

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

omitted.

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

of the non-joined main bag body over its entirety in the width direction of
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Changing the shape of the sleeve 60, which has been inserted into
the main bag body 84, into the three-dimensional shape as shown in FIG.
12(a) causes the main bag body 84 to be kept in the shape as shown in FIG.
17(c). In such a state, the self-standing shape can be provided by

10 bending inward the projections 60cx, 60dx of the sleeve 60 together with
the main bag body 84. The reclosable packaging bag 80 can be changed
into a stackable rectangular parallelepiped by bending the upper portions

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

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

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

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

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

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

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

sleeve has a shape as shown in FIG. 12. The sleeve is not limited only to
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packaging main bag body can be kept in a prescribed shape.

The present invention also includes a reclosable packaging bag,

which permits to solve the problem of improvement in stacking property.

5 The reclosable packaging bag, which has fundamental elements of a main
bag body having an opening and at least one heat-sealed portion and of a
linear fastener provided on the opening portion of the main bag body, is
further provided with a sleeve that is placed in the main bag body. The
reclosable packaging bag is characterized in that the main bag body is

10  folded into a prescribed three-dimensional shape defined by the sleeve so

as to keep the prescribed three-dimensional shape.

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

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
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packaging bag, the other embodiment of the present invention will be

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

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

linear fastener 95 and a sleeve 60M1.

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

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

10 correspond to the opposing portions 51, 52 and the heat-sealed portions
56, 56 of the main bag body 54 of the reclosable packaging bag 50 as
shown in FIG. 11, respectively. Each of the heat-sealed portions 96, 96 is
provided on its lower portion with a stopper portion 96a. The stopper
portions 96a, 96a face each other as shown in FIG. 18 so that the opposite

15 lower side edges of the sleeve 60M1 are placed on the stopper portions 96a,
96a. Each of the stopper portions 96a, 96a is formed by increasing the
width of the lower portion of the heat-sealed portion 96 as shown in FIG.
19(a). The stopper portions 96a, 96a have a function of maintaining the
prescribed position of the sleeve 60 in the main bag body 94 so that the

20 lower portion of the main bag body 94 can easily be folded into a shape as
shown in FIG. 8. The sleeve 60M1 therefore has no projections unlike the

sleeve 60 described above.

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

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

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

lower portion of the heat-sealed portion 96 as shown in FIG. 19(b) so as to
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composed of a pair of opposing front and rear face portions 60a, 60b and a

pair of side face portions 60c, 60d. The reinforcement flaps 60cy, 60dy

are integrally formed with the upper edges of the side face portions 60c,

604 of the sleeve so as to project upward. FIG. 20(a) illustrates the sleeve

: 10 60M2, which is folded into a flat state. The shape of the sleeve 60M2
folded in such a flat state is changed into a rectangular shape by unfolding

the side face portions 60c, 60d. The reinforcement flaps 60cy, 60dy can

be bent inward as shown in FIG. 20(b) so as to increase the strength of the

unfolded sleeve 60M2. It is preferable to provide the side face portions

15 60c, 60d with the reinforcement flaps 60cy, 60dy, respectively. A single
reinforcement flap may however be provided on one of the side face

portions 60c, 60d.

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

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

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

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

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

to increase further the strength of the unfolded sleeve 60M3. The
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In the above-described embodiments of the method for

10 manufacturing the reclosable packaging bag, the bottom of the reclosable

packaging bag having a stackable rectangular parallelepiped shape is

formed by bending the flap portions 70a, 70b inward as shown in FIG. 22.

When a co-extrusion film or the like, which has a heat-sealing property, is

used as the sheet of film material, it is possible to prevent the flap portions

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 portion 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
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packaging bag 100, there is not required any step for folding the flap

portions inward as shown in FIG. 10. In addition, the small flaps 100ax,

100bx improve the self-standing property of the bag 100. The small flaps
10 100ax, 100bx may however be folded inward as shown in FIG. 10.

In the above-described embodiments of the present invention, the

linear fastener may have a slider that is movable along the linear fastener

S0 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 opening portion of the main bag body by the

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

the processing efficiency.

When the main bag body includes the sleeve for keeping the

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

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

main bag body so as to bear sufficiently the stacking load.
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having a predetermined leng
a sleeve placed in said main bag body, said sleeve being opened
at least along a lower side thereof, said sleeve being foldable together
with said main bag body enabling the sleeve and main body to be
shifted between a generally flat collapsed state and an expanded state

defining with said main body volume within the sleeve and main bag
body.

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 those of 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 those of said third face
portion.

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



