; KLMNe3e' N, 6TN RECLOSABLE PACKAG NG BAG AND METHOD FOR MANUFACTURI NG SAME
BACKGROUND OF THE | NVENTION Fiel d of the Invention 5 The prﬁmﬁwmummmm“n
rel ates to a packagi ng bag that can be reopened and recl osed! od
for manufacturing such a recl osabl e packagi ng bag. Description eadfocobne

Rel ated Art A recl osabl e packagi ng bag 1, which has conventionally been
used, 10 conprises a nai | ner 9 as shown in
FIG 25. The nmin bag bog;R§QPSgggﬁéggag§gﬁﬁg@?%%“%3@Q§heets of plastic
filmmaterial 2, 3 one P T o Mﬁﬁlﬁ‘ﬁﬁéﬁﬁ@ﬂl\i%%Aﬂ@) opposite side
edges and the | ower 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 i s progAed(OUNDIORIHBUNVVERTION he opening portion 8 of the nain
bag body 7. The opening edge of the recl osabl e packaging bag 1 is closed by
subj ecting the opening edge to a heat sealing process after filling the bag
1 with thé&iekhobthesInvdreion near fastener 9 is conposed of a fastening
menber havi ng a mal e- engagi ng portion and the other fastening nenber 20
havi ng_a femal e-engagi ng portion. Wth respect to the manufacturing nethod
of thedabovenent I&Se@reEdodanrtipacklgien) 10y, Pa¢kagingehpaf HitteaP 9eis
cut off to a Iength, whi ch és igentiCﬁl to the w.dth of the sheets q&F

pl astic fi'CRPRREE AT reclosed; andammethgd fpp Mapuiatiunis, SRSl HtdOFeME h
the l|inear_fastenen 25 The one fastening nenber of the linear fastener 9
t hus cut i%?éﬁ%%%gggF}'y -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 iste 2 L knner surface of the one edge of the sheet
3. The heg?@§§3¢$%ﬁQg?%%?%@@“ﬁﬂ?%ﬁ is applied to the sheets 2, 3 to form
the main bag body 7, 5 causes the fastening nenbers of the |inear fastener
9 to be secured A retlysdtsletgirckaping beig { avBhici habeofRientivagifobyery uskd, t he
above-nenti oned conventional reclosable packaging bag, the |linear fastener
9 ext éfds wonpriseswsinaifirieag bhdyduaed @ digeacffastemerehtssduiven ipdrlG.dibH.

| ocating on the one side of the main bag body to the 10 outer edge of the
heat - seal edhpdrainrPadadhg 4 formest i Madgiagtwenshaslis Oﬁa@lab‘gﬁyfﬂm

Co tly, f both sid ti f the.main bag body h

et el Do ¥ anfruan SitPRE Ul ReabiscohB e e erpoei b Iarcaes

heet d t hj ck f .the fasteni nbers. Th j ired h
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process i sistheieded drertengger shhicet ePtHobpetidgd parabh & b thengain firgt ener
to the length, which is identical to the wwdth of the sheets of plastic

fil mnmat erbadly 7andlichepshiapg £dge 23 thendichgsdthle paactaginghagpitisrcdobed Hyhe
linear fastener on the inner surfaces of the sheets of plastic film

mat eri al a$ebiestiag tha openingecdgs twd Hant seatinfgpragessqftdrefilling darbagiloned

I bl kagi bag. | t i Si fficj b
estri ct ed¥ith Bnevalenthe T Il S HAERRI S BATPRRS Sl shelastPRiai 1y
exhi bi ted TETEFERENUTS B TS LRAGREA POT OB, Sty ALOI TG (ARe) RGERIFTRRE 2
An objZgggCg%%{érgea%ﬁ%q@_teﬂgggﬁ?%lp%gﬁop[n| ch was nade in view of the

above- problens, rovi de a recl osabl e packagi ng bag and a
nmet hod for manufacturing such a bag, which permt to reduce the period of

time for process wigh i FRSp¢E (the tReoGRasiuTaCRifihgl @Aéthod 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
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5 Anot her object of the present invention is to provide a reclosable

packagi ng bag, which is stackable. In order to solve the object concerning
the period of time for process and the processing efficiency, a reclosable
packagi ng bag of the present invention conprises: 10 a mai n bag body havi ng

?QSi’EﬁgiﬂgpﬁéEﬂ%ﬁ%ﬁ”ﬂﬁ% %ﬁ%‘f#c&égﬁsﬂf?%iﬁEéﬁ%fﬁt%é%sﬁ%ﬁ?ﬂ  offit cin
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heat - seal,ad; rihPQPssu Thee et S ol e@dggrép %%&e?%.pr & dech08e g of
opposite sides of sal cf mai n bag boc?y. he heat seal ed portion may be

provi dedp?@ce%e; which RehppREdABPA §HedRCES3 A fPehfti@iMaiPRrBap Wby The
heat - seal ed portion nmay be provided on a mddle portion of sard one of said

pai r Hf oppess theffaswningaendsdressiithe lrvedkafHistendag tothe secprddsfirmalys| eeve,
which is 25 placed in sald nain bag body to keep a prescribed shape

t her eof . on3the ifrersswdaece mdtheanbih delg) BodyTHe sl eeve may have a pair of
proj ections each having a triangul ar shape, said pair of projections being
capable of comng into contact with a bottom of said main bag body and

bei ng fol dabl e. 15 thReakpeeyReRtgnRdveoRyentioRal srEopablgapprekasing nent

body, TheNSIKE FastestedaCutena arETuilE oot [(Bh Pl POZACEERF bl o
then 1 SFLARERL BRSO B, Sy BRI L Sl SERRERP oD o
Fi nggs - hehger BBYe BE thoHEE-dda16@idriishasfalhe ot 8% 6t §ildebiitBe 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 Dbe melted and deformed, when applying the heat-sealing process to the
opposite sides of the main bag body. A required period of time for the

heat-sealing process is therefore extended.

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

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

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

for manufacturing the above-mentioned reclosable packaging bag.

Improvement in processing efficiency may be restricted.

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

as merchandise in a stacked state.

SUMMARY OF THE INVENTION



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

therewith, and saj¢d easily bendable portions npy conprise flat portions,
whi ch are for A8l OBEG QNIERT RN IRV EH LioR) avmgﬁa\rf@Sfragfigﬁnﬁ@ew\éﬁﬁi\ﬁ and

sai d nal.e-f asteni. man%?r. The fl at rti ons have auxi Li ar eal i ng

means, R 60T PadPrERTSES 140 ke R Tasals PPl RS AT 8 cont act
ith ‘ i : ' ) in b
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order tgr §RleVyt _c%QE%G{d' ?)?Eﬁé'itﬂg ggpﬁe%iﬁ%‘é}ﬁkf‘erw operty, a -4

recl osabl e packagi ng bag o he pres I'nvefition conprises: a main bag
body having an opening portion and at | east one heat-sealed portion; and a

l'i ngar fast eneAndgiherisigdcodlf IhetheRent iEveRfibhaR 1©f pf@iide MiréclbsdBle body,
wherein: said recl osabl e packaging bag further conprises a sleeve, which is

pl aced paclsagidgneag) whirlhoslgtadaitlslerai n bag body being folded into a
prescribed three-dinensi onal shape defined by said sleeve so as to keep 10
said prescribed three-di nensional shape. In order to solve the object
concer ni ng t hdnperded ter selvee therobiest concgrning dhsr peeios pf e &Qency, a

met hod of the present invention for manufacturing the recl osabl e packagi ng
bag conPf?<Es %ﬁg eBEO‘EﬁS.S“P%rer’fIiﬁ’&nFD’r & f%%las%‘%%oﬂack%‘él& gflésqfe‘&leng

menbers_on a pres}c#}i bed 15 Position of a sheet of filmmaterial by an

_insert Pfffsé:&tilgxc P&i %‘6“?5 S to be spaced from each other, said first and
secnd | i near { a5beni gy YR il "In eH9A9ERP R riohN aftc e OLHSE drit form a

| i near fastener,;
heat-sealed portion; and

a linear fastener provided on said opening portion of said main
bag body,
wherein:
15 said linear fastener is provided along said opening portion of said

main bag body by an insert injection molding so as not to extend to said

heat-sealed portions.

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

of said main bag body.

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

opposing faces of said main bag body.

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

said one of said pair of opposing faces.

The reclosable packaging bag may comprise a sleeve, which is

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



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

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

si de heat-seaLﬁg p?rtions. n o#ﬁgﬁ to sol ve the object concerning the
period of time POSIGHSEEY BRdO brocessing efficiency, another nethod of
the present 25 invention for manufacturing the recl osabl e packagi ng bag

conprises the X J :1%] 1 0g; £ Ve ]

fastening rrenb’gl?ggg%&fg 161%‘ sp??%% _ p%ggﬁr%&g%ofﬂag%ﬁlﬁg% stg ?lgg loéfdéiﬁ ?l?n

mat er i akhBpeaBaidpalr of ﬁrojetﬁbﬁgtﬂe‘?ﬁg f&ip‘é'b'l‘& of CoAfinkdniE cOPREEGwitHoM each
other, said first and second linear fasteni ng nmenbers bei ng engageable with

each ot hettdr Jf¥=it anhimeag Hegy emer befig fdlagbrai d rolled strip of film
material into a separately 5 independent sheet of filmmaterial; folding
said sheet of filmmaterial having said first and second |inear fastening
menb&r s f or nedThhesleove imaywhase dthddastaode fhersdalaled reiedorctrhemediap,
fasteni ng nmenbers can engage with each other; and heat-sealing each of
opposi t &lpehtlogatesoin gaviginiiieef seid ppeming portanecof saidimadn helgdeedy.o f orm
side heat-seal ed portions. The |linear fastener may continuously be forned

on sai d sheet ﬁ}filmm&ter'al S0, as %}Pto extend fo said heat-seal ed
portions. In of 86 &BId% fﬁ%%‘ﬁ?t@rgg éﬁ'f'lé@el’{Frfbortt’r%“ 4 1SRSeSst hf or
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non j oi ned mai n bag body, upper an osite side edges o ve not
as yet been joined wth each other; 20 folding upper portions of said non

joingd main bagihgayhslesagndyP be formed in said detachable sleeve portion to

facilitate its removal.

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

folding of said main bag body.

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

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

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

a space between said flat portions.

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

positioning said sleeve.

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



be separate fromeach other to forma pair of bent portions; placing said
pair of bent portions in a linear-fastener nolding nmachi ne; continuously
formng fist and second |inear fastening nenbers for 25 a |linear fastener
on inner surfaces of said pair of bent portions of said nain body by an
insert injection nolding, respectively, excluding opposite side edges

t her eof ; Hifdosriale Rackaginshag odtheNresenl v EHy@R COMRESES non-j oi ned mai n

bag _0_  body over their entirety.. In order to solye the objt ct concerning
the period of tifd e Procedy divingeaps SBeat b poson Aot 5ast qHe
further agg%&grﬁggﬁlgggtééﬂ 5@1% present invention for manufacturing the

r ecl osabl 57conprises the steps of: folding a single sheet

of i1 m mat eri aly iih o rd GeRERRAGRided O LIRS RA%ROGY battPRRA AN

| ower edges and one of opposit edges o e not as yet been

j oi neds Wi et%z%,,ot her; formng a cut-out on an upper end of the other of
sai d opposige 10 side edges of said non joined nain bag body; folding upper
portions of sai dwheRejmi ned main bag body so as to be separate from each
other to forma pair of bent portions, said upper portions having a |length
correspondi ng t osaid eujosalle Padlchging-tmg funphac commasad palaevef widnh is
portions in a |linear-fastener nolding 15 nmachi ne; continuously formng fist
and seconglddatean saidt amingbagnbedy, Seid anhimdme badyebeingofoldgdeintoudf aces

of said pair of ben ortions ,of sajd non joined maj ag body b n insert
i nj ect i onpﬁ%wa‘.l%e? t?’égﬁéﬁmwwa&é@@&i %ﬁ%ﬁsﬁy P@£?g3€%80%‘é§st%eﬁ%?; and
20 heat-sealing sai.d | r . edge and id one of opposite side edges of said
non | g‘it’nega'f"élp e%%rég%%gy%g%ecﬁg}eﬁlesil?n%ﬁ#?@y and heat-sealing only said
upper end of said other of said opposite side edges of said non joined nain
bag body. In order to solve the object concerning the period of time for

process and the processing efficiency, a method of the present invention
for manufacturing the reclosable packaging bag comprises the steps of:
forming first and second linear fastening members on a prescribed
15 position of a sheet of film material by an insert injection molding so as to
be spaced from each other, said first and second linear fastening members
being engageable with each other to form a linear fastener;
folding said sheet of film material having said first and second
linear fastening members formed thereon in two so that said first and
20 second linear fastening members can engage with each other; and
heat-sealing each of opposite portions of said sheet of film

material thus folded to form side heat-sealed portions.

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

process and the processing efficiency, another method of the present

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

continuously forming first and second linear fastening members

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



In order to solve the object concerning the period of time for 25 process
and the processing efficiency, a still further another nethod of the
present invention for manufacturing the recl osabl e packagi ng bag conpri ses
the steps of: placing opposite edges of a single sheet of filmmaterial one

posi t of a sheet of film material
of fi1m f‘nﬁﬁ%ﬁéﬁﬁg s 7o et SRR BaBRthPherith it i SFen rﬁféd
ower - ondeight Tahin® sgbirR IS QREG o AgRe ab R A TR . e )e) fortPRL, ™

state so {;h $ad gat seal ed portion |locates apart fromone of opposite
si de edges g sa;%tgn%oh-j oi ned mai n bag body by a prescribed distance;

form ng cut-out scitirPP8aiceNEslcf @il BPPRRht endicdtalcddes 8f sepbdafap

j oi ned mai n bag body; 10 fol ding upper portions of said non joined naln bag
body o amdepdralaqepstiedteof finmmacdrial;her to forma pair of bent portions,
sai d upper portions having a |length corresponding to a length of said

cut -out; pl aci ngfodding said shfeebeoft fipor matesial rhavihgnsaid- finst andr sewdmid ng
machi ne; 15 continuously form ng fist and, second |inear fastening menbers
for a |indBeaF festeingoMIIRREFS ggrm@eéhmecgam 80 rsoothae seipdinst oared of

said non joined. . main bag body b n insert injection | di ng, respectively,
excl udi ngls‘é‘fo(b% ilneag; tgégg&&éﬁg%ﬁ cag W&ba?@&goglq’rgv@é‘rfedge of
sai d non-j oi ned i ody pver. 20 its entirety apd heat-sealipg.only
sai d upper ends ggaQQ%HBEpSéFﬁe Ogi 88P88‘§85p8f{188¥d° orf oisﬁgﬁ%nﬁr %mﬂi%g
bQdy.1d n : j.ect: _Qj t {od of time for

pr ocelsds aﬁfqﬁﬁleélgp??efgg?%g%ggp%% éelr(]j%?/}?&%{ g%?%ld ﬁtﬁﬁgér' anot her net hod of
the present invention for manufacturing the recl osabl e packagi ng bag 25

conprises the stehe ldieampieanener ahay @dsitin WU slyeBé Jodhelli drinsaRd &heak ogne
upon another to prepare a non-joined main bag body, upper and | ower

opposi t e @lipemednrial sbtashaond tamcttendhb-dedh eitdseadddgsortfornnshi ch have not as
yet been joined _8

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

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



wi th each other; folding upper portions of said at |east two sheets of film
material so as to be separate fromeach other to forma pair of bent
portions; placing said pair of bent portions in a |linear-fastener nolding 5
machi ne; continuously formng fist and second |inear fastening nenbers for
a linear fastener on inner surfaces of said pair of bent portions of said
non j oi Pedy wien thely GUdset¥y an insert injection nolding, respectively,

excl udi ng opposite side edges thereof; and 10 heat-sealing said | ower edge
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THE DRAVENG?idelsGhel steps &F: Pl an view of an enbodi nent of the reclosable
packagi ng 20 bag of the present invention; FIG 2 is a viewillustrating

the linear fasfotdiely afsiblgte rsbeleosEbiibnpacitagahdn bag as srepurel a fdfs 1,
FIG. 3 is a viewillustrating an exanple of the method for formng the
| i near feirednerainsbahdady, upb& anxd X5wEtr @dgési and onewlidppositatsidey
anot her exanple of the nethod for _9_ fornmng the |linear fastener as
shown i adgessof whichdaw: net asyied\baar jeinediwith aash pthetar fastener, which
is formed in accordance with the |inear fasteper form ng nethod as
illustrated i ntcolfrr@pgéla cut-out on an upper end of the other of said opposite
10 side edges of said non-joined main bag body;
folding upper portions of said non-joined main bag body so as to
be separate from each other to form a pair of bent portions, said upper
portions having a length corresponding to a length of said cut-out;
placing said pair of bent portions in a linear-fastener molding
15 machine;
continuously forming fist and second linear fastening members for
a linear fastener on inner surfaces of said pair of bent portions of said
non-joined main bag body by an insert injection molding, respectively,
excluding opposite side edges thereof; and
20 heat-sealing said lower edge and said one of opposite side edges of
said non-joined main bag body over their entirety and heat-sealing only

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

main bag body.

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

comprises the steps of:

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



5 FIG 6 is a plan view of another enbodi nent of the- reclosabl e packagi ng
bag of the present invention; FIG 7 is aviewillustrating the first stage
of the packagi ng process of the recl osabl e packagi ng bag of the present
invention, in which the contents having a rectangul ar pl ate-shape are

received; 10 FI G is ayiewillustrating.the second.st of, t

pac k:a\g;i r?d“cﬁgﬁé@s%d gﬁ@}?@ﬁ@&%ﬁ%ﬁ@?%bﬁ&lﬂas B’Zg';aﬁﬁl Sﬂﬁglaeggé%%tn?{]ﬁmenti on,
in which the.contents.havi.ng a rect r..pl.at e- €] . FIG 9
s a vi dRraRR Ry B A R Mt R R TR R A RS ¢

recl osa I e i ty I | t ontents
navi ng &G SRRt Py Plegard 2onBLaRARt] AUET e ol IR dig 10t
i1'1ustraidgape Bpekaged article, which is obtained by filling the

recl osabl e packaging bag with the contents having the rectangul ar

pl at 8- shape; Fif§ddidg sasd aaqui-goinddemaih bagboey ianbdtitnstate gb tHet seddl osabl e

20 packagi ng bag of the present invention; FIG 12 is a schematic view of a
sl eeve useat sealtcteportiimdeditespagkagiram bag efsopposite isidEleGges Iof $id. 13 is

a partial perspective viewillustrating an easily bendable portion of the
| i near frefdaBrebmainbagbodydny e prasesiiedgdisigne® shown in -10 FIG 11;
FIG 14 is a cross-sectional viewillustrafing an auxiljary_ seal|ng neans
provi ded on t hdOHRRE FUBHRAT VPR GH 2 pesitg sjdejgdegs eisag s a
cross-sectianal (igi ew i,tl)l u%trat,i ng a nodification of the 5 auxiliary sealing
means ast @RISR PagPodYs 16 is a schematic view illustrating steps

for nuf act uri . i I f i i on;
FI 61@7 is a scfﬁgir%%gﬁlcls \3&9‘1&/8?’1%{335’?3 |ﬁg&%2§g}eﬁeﬁ% etgéf?) ?g&n%&n\éggtgt uring
the feC'@é%‘éE@r@@h@@hr&c@ﬁﬁtﬁér thSoPheacpliri sVEaht PPrtidAslstid Mbper a pl an
view of further another enbodi nent of the recl osabl e packagi ng bag of the
present pomtmis 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 19 is a partial enlarged view illustrating the stopper portion of the
recl osabl e packagi ng bag as shown in FIG 18, FIG 20 is a view
illustrating a nodification of the sleeve as showmn 15 in FIG 18; FIG 21
is aviewillustrating a nodification of the sleeve as shown in FIG 20;
FIG 22 is a perspective viewillustrating an exanple of a bottom formation
met hod u¥Hd ¢#ck WENEBCI osabl e packagi ng bag of the present 20 invention;

FIG 23 i [ [ il [ h | e..0f ,

bot t o f or mat | GIHBEHBHDES AP FRSHY POE) BSUBS (BALRAGE Mo baEmoR A FHabr esent
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ool osabtd 2Babi PhERERE fRRT eiRb st 45 bl R Py I Borine

bott om f ti : inFLG,.23: - - Vi f
Dot om for ! SaPE A aspaRoU b 0 FhBar sl Pl o1y

PREFERRER FEVMBE! MENTS Enbodi nents of the present invention will be

described below with reference to the drawings. FIG 1 illustrates an
exanpl e i n whi cdprtinectisBalyrenipackagimd seagnd irdartthstapiagaentnibureiér on i s
applied to a self-standing type recl osabl e packagi ng bag. The self st-andi ng
t ype rechdsaddre fpstekagiony ibagr 1udaogs iof emid par nofbhgnbaeyrtibhsanfi said i near
fastener 15. The main bag body 14 is conposed of two sheets of film

mat er i al nen-joined gnajnrbag dadie yppdsinsert dogectian tmeldiag, aiespoctivclgheet of
filmmterial 13 for form ng%(ige 5 bottom of the bag. The |inear fastener
15 is pr 6¥¢lueing prnpsiteside edgeuterspliidadopeni ng portion of the main bag

D T e TEfh ) 8net R 8O Kl e BAH A Y Pl ity [ e
mat or | al L COEEEP AP nbRERARH SRal R U ALY LIRS B R 2 ot il
material 13 is directed upward, heat-sealing the opposite side portions of

the sheets of fThemielisd Maylfilrth? chenpasentBeé deepBatn otirRta BRYedHs 16,
16 and heat-sealing the | ower portions of the sheets of filmmaterial 11,

12 to fokerpirpad - peaibddvsiiaper df waid7 main Thwe dbede- thentimoedaftbeet s of
filmmterial 11, 12, 13 are forned of the sanme plastic filmmaterial. As
such a skestpletiofi ointheafinal step.t here -12  can be used for exanple a

| am nate fil mconposed of a polyester filmhaving a thickness of 12 u m an

alum num foil having a thickness of 9 u mand a pol yethylene filmhaving a
t hi ckhess of 50106 T%Ftlb‘?d AR ARG ¢omprissniiiss stenop! Rlgrdngea slaeveilpm

having 2R SpeSsreRbritRa R A0 s Sat ROUSLY HAS i LN Shra eSS

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



The above-nentioned |inear fastener 15 is conposed of a fenal e fastening
menber 18 and a mal e-fasteni ng nenber 19 as shown in FIG 2. The |inear
fastener 15 is provided al ong the opening end of the main bag body 14 and
has a |l ength corresponding to a value, which is obtained by ' 10
subtracting the total width of the side heat-sealed portions 16, 16 from
t he ent foeninglthe dinaarefastémerbag shosyn id Fl@s Z3hown in FIG 1. Contents
received in the self-standing type recl osabl e packagi ng bag 10 may have a
square or rectangul ar pl at e-_sha{)e., In such a case, the self-standing type
recl osabl e pacﬁé(gi Rostrayicry ibaptresingethy Hagar fasfeactpwiisl ipformeddhangul ar
paral l el epiped. It is preferable to provide easily bendable r.tiQns such
as notcﬁ’€§ogﬁﬁa%‘? Wl%stBF IREAT, BRREBET (ORI IGA} %ﬁilﬂbsﬁﬁg‘gﬁnl nd the
mal e-f asteni ng menber 19 of the linear fastener 15 in order to facilitate
such def'ormation of the bag. It is also preferable to reduce the thickness
of the both end portions of the female 20 fastening nenber 18 and the

mal exf ast eni ng r; f t i i Fldhus n
exarr%l e in whic fhel??né}lgpf ggﬁﬁn@%ﬁegﬁoék@%ﬁgr r%#eﬁ%étgée%ll@ng
nmenber Khdikaing Wap 6hehd bbesent AslediRin;15 are joined to the main bag body
14 during the formng process 25 of the main bag body 14. The

femal e-fasteni ng nenber 18 and the mal e-fastening nenber 19 are joined to
t he upper port Fo@Gs 71i$ ayieiRilwétratiagthedistastage bfithapeckakirg prdceskor t he
mai n bag body 14, respectively. The -13 opposite side edges of the upper
port i onofithes redlpsable paskagingdoagiafhtheapresemeinvemtiens pecwhictalthg, t he
upper portions lla, 12a of the sheets of filmmaterial 11, 12, having the
0pposi téogtaet%égég}gme@ﬁaﬂgwrnmatssswe BEERCSEYeflined with each ot her,
are bent at right angles in opposite directions so as to be separate from
each,other. Th r..port.ionsg,1lla,..12a .t hus hent are ed_bet ween dies
20 400 21 of afithesrePE e Mg arhg MERELESd sBiRr ThECp etk ABRE O,
synt het i ! 3 i e s, Ll L+ st ate
roma daosesyCHE et B B EREe FeR ol i bR ERAT I RS © g
by an I nggréontein®§ HAMnPW fdtangtoas pruteéhape b€ rbeemka; f ast eni ng nenber
18 and the nal e-fasteni ng nenber 19 are joined onto the inner surfaces of
t he bent upper portions 1la, 12a. Each of the fenual e-fastening nenber.18
and the nal e-f 8Gen9ny merder ABidtaastingstied |third estigeh dhahet packaginge w dt h
of the main bag body 14. Mre 15 specifically, both of them have a | ength
cor r espapificggstad thevigclasabipinackaging baigneldtisy peegsntdaventionhén tvlrigh wi dt h
of the side heat-s%al ed portions 16, 16 that are to be fornmed by a
subsequet® HIEELs havipma Rectanguiar matensbare Ree fareivedy body 14. FIG 4

illustrates an exanple in which the femal e-fastening 20 nenber 18 and the

heet of 1 : | m Al 50 B9 h S E Rl e e IR S oh B R 0,
monber 1 ot ol B G GRE Gl A oh TPE CRbet S P PIATAn G TR OF 30 so

as to berexpangdlapplitefdmpeach other as shown in FIG 4, by placing the
sheet of filmmaterial 30 between dies 31 and 32 of a linear-fastener

nol di ng machi ne and injecting synthetic resin such as polyethylene resin
-14 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



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

runners 34 by an insert injection nolding. The I ength of each of the

femal e-fasteni ng nenber 18 and the mal e-fastening nenber 19 that formthe

| inear fastener 15 is not identical with the entire wwdth L of the main 5

bag body 14 to be forned, but has a |l ength corresponding to a val ue, which

i s obtai rﬁl@-b&l;subtracti ng the total width of the side heat-seal ed portions

16, 16 that are to be formed by a subsequent process, fromthe entire width
tion iven bel ow of .a nethod

f ﬁif 10 manaf act ieng 1 ﬂ%‘%s%%a%?ﬁfééf@m;ﬁﬁ%a%%@?aai Al Bl
t - - ter.
e al TRaRRPRYIAGEER FIEERSP bl BTRLELER o5 bhBvm N F1G, 1Body "1a and

the sheet of filmmaterial 13 for form ng the bottom of the main bag body

14, 15 Then, thengheed joh LidssL SR edallvid fiRfstfiflk BnidiisibatibABOhd he

mai n bag body 14 is folded in two. eet mmaterital 13 is
pl aced bejwwitiary RealiggPeandeas ahekvPol HIons 49f the sheets of filmmaterial
11, 12 so that the folding edge 13a of the folded sheet of filmmaterial 13
is directed upward. A heat-sealing process is applied to the | ower portions
20 of the sheet FIOf. 16 lismamstheiwdtid view Alastratheg sheps fof Mahufadtiemgl 13
to forma heat-seal ed | ower, portion 17. Then, the upper portions 1 la, 12a
of the shéw Ecqdesablenpagkaging bag of the pyepemt inerHien;- seal ed | ower portion
17 formed at their | ower edges are bent at right angles in opposite

directions so as.to separate fromeach 25 other. The upper portiqns 1
la, 12a thus be?ﬁl%%\r Be/pllﬁc@dsﬁgFW?éW diew 3BusHatyg dne OIQF‘ﬁ’éa t-epés?%‘her

pol yet hyl ed PRI BRYR {iahiehesine e v BICRREMITIRRRBANC oo

fromthe gate 22 of the die 21 to the nolding spaces through the runners
23, 2y by the insert 18Nj€cd iNBNRIS: NS AR ARoBXECREN TN PRIt tPPer
portions 11 a, 12a that are placed 5 between the dies 20 and 21 of the

l'i near - f asdctosablenpailrggingcagef tHopregahiventicsi n i njected into the

nol ding spaces in the nolten state is cooled in these spaces. As a result,
the fenal e-fasteni ng nenber 18 and the nal e-fastening nenber 19 that form
the |inear fastdnér. 1%isagpgrialedlangednacivibiastratingtls stippdrepanijer of
portions 1 |la, 12a of the mmin bag body 10 14, respectively. The |ength of
each of t Hee Freslasableapaskagipebas@s SBOwARdN K m®e- f ast eni ng menber 19 is
previously determned to be snaller than the entire width of the main bag

body 14 by the t | oM. dt h .of e.side heat-segaled partions 16, 16. The
bent upper por ti i 3048 apgav Y FatRer RsiReaon 21 the dlderra sBavihe
upon gfiot hekgo (ighat the mal e-fastening menber 19 engages with the

f emal e-f ast ening fenber 18. A heat-sealing process is applied to the
apposite side portions of the sheets of filmmaterial 11, 12 to form side
heat - seal ed por tFIns2 16s alGiew R st fingteafbdiflcAdon dfableasiad cadabloagh Ng
bag 10 is prepared in this manner. 20 w, description will be given bel ow
of a net had FHGr 2@gnuf acturing a t hree-side-seal ed type recl osabl e packagi ng
bag. First, arolled strip of filmmaterial 30 is prepared. A part of the
rolled strip of filmmaterial 30, which is unrolled therefrom is placed
bet ween di es 31,FH?. 32 ig 9 peespegtivn wiest hbtantgenie sxaapls efhpRetiang G
25 4. Then, synthetic.resin such as polyethylene resin is injected in a

Tol ten st AURDFRGH, o ¥seds i (BeAEIGRRE RerkraiEspagedl HRF RIGRCRL 6

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;



runners 34, 34 by an insert injection nolding. As a result, the

femal ef asteni ng nenber 18 and the mal e-fastening nenber 19 are joined on
the one surface of the part of the rolled strip of filmnmaterial 30 so as
to be separate fromeach other. The I ength of each of the femnal e-fastening
5 nenber 18 and the numl e-fastening nmenber 19 is smaller than the entire
width L of tHhelGmidft bigg odgwidlimpteating ot hptom off tthe dJicglosadle - seal ed
portions 16,, 16, The roll ed stri f filmmterial. 30, which has.the

f enal epfiﬁé?%]ﬁi&wéa&eﬁ’@é?h i8 %aﬂfﬁﬁje% N ﬁﬁ%%&é?or’fgﬂﬁrm%% her eon,
is cut_of 0 along a.li 0 a,length L corresponding to the entire

wi dt h 8?64"9 %Fﬁogﬁblrbﬁgg‘-%ﬁt’@&l%e formed. The cut sheet of filmmaterial
30 has the fenal e-fastening menber 18 and the nal e-fasteni ng menber 19 on
t he opposite e S tn.F . : i erial 30
is folded in ?% gpongat f;a"f?r\{ké;\?r%ﬁ%{goﬁ@ﬁgﬁsﬁéaﬁﬁgﬁ%ﬁ%@lé éﬁﬁ@g t eni ng
15 srenpg 18 and the nul e-fastening nmenber 19 engage with each other. A
heat - seall ng process is applied to the opposite side portions of the sheet
of filmmterial 30, which has been folded in two, to form side heat-seal ed
porti OMETAILHED.D ESCRIRTHON Ol TR RREFERRBERBIEMBEDEKMENDSbag i s prepared
in this manner. 20 Now, description will be given bel ow of a nethod for
manuf acturing_a four-side-seal ed type reclosabl e packagi ng_bag. First, two
sheets of fil Fbediments) of the psesSent inventina v d@mcgespaﬂc@@ belawie

recl osahl e pfckagi ngﬁggg. These sheets of filmmaterial 11, 12 are placed
one updrthasiarence A0HHL dINGESy process is applied to the 25 | ower

" portions of the sheets of filmmterial 11, 12 to forma | ower heatseal ed

portion 17. -1 -y heets of fi,lmmaterial_ 1 hav. e r

heat - seai ed pbIST SAUIBHSIRES shorile fh BhEH Basblosble PAERaBNG bEET ons
11 12a, i t ] Qi - r behet he
upod ooy O es gAY SpjRhuBh ¥E'aBRRRe) &) NN bl RRER e A0 T
right Hermel | Pa@PPOmhd esdi-ceLAdRIS t§PeabedtlDshBlES GRALR: rpggzeagh ot her.
The upgjer pc%??%onas@lla, 12a t hus bfg]gts Zgg p?acgd betweentg?rrll% dies 20 and 21
of t he domprise$ asthexier baglshdyg 1dahdna laseahfagiener AISG The Thaim bagnt heti c

resin such as polyethylene resin is injected in a nolten state fromthe
gat e 2basly 1idsdicanposed of hwthmm%ﬁhneﬁatm@hgh, 18 fomdormpingrthe23, 23
by an insert injection nolding, so as to _extend on the bent upper_ portions

1 1 a, ©RPasits fages qfithedvas anseeha heetioddilopmatgriad 1k forfermingdhes ast ener

mol.di n chin argsult, t enmal e-f ast enj ng nenper, 18 and_t he

moif S theBad 1SRk e RettR [hdS PrABet A% Tocengfr SHEMsent upper
ti : : f 15 f | e-fasteni nmber 18

bnd t ne bt RndtRe poGin o8 the Faahl S 3eRodtdn) "derormned t o bo sl ler

than the entire width of the main bag body 14 by the total wi dth of the

si de heat - sealeg p96¥d-MMéntibned tnalthBabBHdWPREE prephtadBylfoldngkda for the
mai n bag body 14 are placed one upon anothér so that the hal e-fastening

menber skeetngffits 20atsiridl 1Beirf ewal, eplhatige rthegtiteshieiddd.shkelheatt fimal i ng
process is applied to the opposite side portions of the sheets of film
mat er i amnatdriall 13t betweem situe réspectiealedepqartions 06 theeshagts efefilmst andi ng
type recl osabl e packaging bag is_prepared in this manner.
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



FIG 10 illustrates a packaged article, which is obtained by filling a 25
recl osabl e packagi ng bag with contents having a rectangul ar pl at e-shape.
The packaged article 40 conprises a three-side-seal ed recl osabl e packagi ng
bag 41 and the contents (not shown) such as cookies, crackers -18 or the
|'i ke, having the rectangul ar pl ate-shape received in the bag 41. Receipt of
t he con€ahtlee HERAthdOE kEameRleapglaramafeafibins pem®ossdt ok a; RpbEsteydLlBral ed

recl osapl e, pac i.ng bag. 41 deforns .the bag 41l.into a rectangu

o o T chenifios BEhs: i cifen, 5h AR ALY Hebiae 8 EEFkBEBAREAY 1o the
shape o C n IS ! f e . i ,ncl udes
tho o ot h8E BELRERS enl< il aiR3E ufcRAEPRBE ST (il of SPrlHAG R e
opposi t ﬁﬂﬁﬁ§ of ¢t he o} ) : | 1o e, wi.d f,the
upper pg?tlon QZOéthRggggﬁéﬁﬂ@@nbg%&ﬁ§£f%ﬁﬁP§%§§%ggﬂiﬁ%blgﬁ%ar aé%ener 15
and g 0 phiyeh{ReCORhaMENE% MRIckeREB.ofl 50 | @hger than 10 the width of the
| ower portion of the deformed bag so that the upper portion 42 projects
fromthe above-nentioned flat portion in the width direction of the bag.
The upper portThea abdvefnicheidrivdetineatldaseaeed 3 ¢ corgllsedpatidghmgebag 41
is folded along the upper horizontal plane of the 15 contents as shown in
FI G 8, fastenimzmerobeorl® and spacliadasteaing chemd@erid/asghomm ire€i@ngul ar

shape as_shown in FIG 10. The opposite side edges of the upper portion 42
thus follBedineay Bstepeph HePEBEdedeiongridie eperingoend o thecmainngeg he si de

' par appay 1 eed Rasz i B %éfeggaﬁgiﬁéﬁé aé‘?aixfﬁ@@hﬁ%l“@%%@ﬂsﬁ pin
Fl 9. ' b L ' ] [

por 19 on B E B oleh shRLR LR ki GRAE peRr ReRM BT EE T, M olEBETRE

cort espenfite WatnRANdlehaih 12ebang 1l £hshbeprpgs! ing portion 43 is to

be bent, thus permtting an e ndi'ng process o e projecting portion
43. 25 Now, description will be given bel ow of the recl osabl e packagi ng bag
of the other eCbatdenentedivédanpites self-Jtavdnig eppavireblosabes grekaging! GS. 11
and 12. -19 The recl osabl e packagi ng bag 50 conprises a main bag body 54,
a | i neabagald emay ha5e anshjward eexectéQguldreplae rsHeqe. bddysibeh ascafser tieel by
folding a single sheet of filmmterial in tw so that the folding line

| ocat es s@¥vataaddng iy Peergclesablenpaskaging ppgsi O ecan dus deformed Niste a
specifically, the main bag body 54 has an opening at the upper portion and
t heﬁ’ueatc-t@éapécﬁ p6Ftangitlas spardledepipgd. o dpdsi preicralds . toTREOYidse §ASHY St ener
55 is prQyi al o t he enin f the main bag hody 54 in,the same nmanner
2s in NG BeRRrscSu Y Plities 08 PRYES o diCkerf alitpy Temtaes

mal e-fa (W I 1 I i t i

Sur f ace o o T T oS oy Dot riasFah MenhaE LR e iARek

mat er i alfagtehelror Finordee tRidtikedePOEYh Heformatide ¥ ehdidag, ofit tifeiggeni ng
thereof, and a fenul e-fastening nenber for the linear fastener is formed on
t he i nn@refarabbe €o védtube thehdickfiesdof ope dsitherd porrtioas Tf, thelfetbaleher eof .
The mal e and fenal e-fastening nenbers for the linear fastener 55 are

pr 0¥ dedastiening pembensl &fanchéhs heededastaringmaeanbert 1% o eforimghime

heat - seal ed, portions 56, 56. The sleeve 60 is forned of bendable materi al
such asPﬁﬁﬁépﬁ-synthetic resin or the like. The sleeve 60 is conposed of a
pair of 20 opposing front and rear face portions 60a, 60b and a pair of

i de f ti 0 0d. t hat i ded t t th it
cdges of the 1Fo AndyaRfteldin SERRBR oI RYD Ynet (RN ooldinng have
proj ectigaspacyg G0RK t@ Virﬂ%l Arlshd L BEmiaPS o HASPEGHY Gh% 1iHRg, T ront
and rear ?ace portions ga, Sbahave e sane rectangul ar shape. e 25

si de faqasRaldr Paré9sinedl® HavamdilshSsaRBdpat adenay tk?é”'ﬁ)‘?%ﬁliri%- Srocels@e shape
obtai ned by conbining a rectangle with an isosceles triangle locating bel ow
i t. 2Bachpfothé heagh deag aseipor4.i Om‘heﬁ%naﬁﬂﬂaé”téﬁi? frakehties 180 and ithe FL,
which is forned in the central portion inits width direction so as to

ext end trheld-fasfichirdg nadmder d& axmjoinsd sbaiw uppdd gortici(s) 1aAtlardfithgl y, the
sl eeve 60 may have the three-di mensional structure as shown in FIG 12(a)
and be fsheatdd afdilen Maderied dtle 1asfogHdwenmiann fla@ bady B, bgsperitialy. t fbe5 si de
face portions 60c, 60d along the folding |lines FL of the side face portions
60c, 60d, while noving the folding Iines 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 so that the peaks of the projections
60cx, 60dx come into contact with the bottom of the main bag 10 body 54.
Changi ng the shape of the sleeve, which has been inserted into the main bag
body 54, into the three-dinensional shape as shown in FIG 12(a) causes the
mai N bagPBOwHE silg 635%8 REpRE MPPERPURORS hbashemATs ROEIGNEHeVH gagh hough

t he mai n,bag body 74 used in the enbodi nent as shown in 15 FIG 16(f)
differsO?F3%1the mai n bag body 54 as shown in FIG 11 in the forner has a
singl e heat sealed-portion). In such a state, the selfstandi ng shape can be
provi ded by b i i J alc , f I 60
t oget her mﬁthqgﬁggg Fgﬂgggb%ggﬁqgﬁbgﬁhgﬂﬁé%gggﬁbﬂg%gﬁé éb@%%*%égqﬁﬁlcan be
changednidtkpial 191, Q%@Mﬁn%%ﬁte sife ﬁﬁe%{g@k' Fheeh E’l%%tﬁ/otbi‘s“gé dhe upper
portions of the main bag body as shown In FIGS. 8, 9 and 10. The Ii near
f astEnefoihbdiwitBlesehbetiers araben? aahiglet dagistii dpiodiactpedtibak so as

par al | el epi ped shape when bendi ng the upper portions of the main bag body
54. Thetd beesgpdrate dnem dachastheasi Thebeppablpertionsti bles, 23a3Bas béat as
shown in FIG 13 so as to facilitate the above-nentioned bendi ng operation.
The |i nate Plagadehetwam Higs 20aridkRdl of-o ipeanifasfemenisepldigg anachie as t he

nmal e-f ast eni n nber. 59 in the same manner as the enbodi nrent as, shown in
FIG 2. ShAWNeAR; Ml pénddrenpsynthelc owsin ssuch @HpPPSEthy N E8ioA%, whi ch

Tl o £ GBI o bt s S ot il T g 3T EOIding SpBttons
\ ' t f .St de. i f th
<1 oG P BB, o 28T 2 R st 4Bl T PR oSN nor

femal e- b M i of t4 i rPui-ded in
the. of hor e g B e pRae ey e e

possi bl ¢pihedbemd gasidrert Herfacosaf thateataippér poitions 19aysioeg Iydmseenl y
outward projection of the bent portions, thus providing a nicel ooking

st ackabbé the femnigiastepang nhexdnder gtlasidabhe mhld-festenih g sabibepdéklags ng bag.
The easily bendable portions are not limted only to the abovedescri bed

st r uct ukeSMERlerdgaigtly tharyibe cgire widsh rfythse Mainnbag deods 1ol Mortat are
obt ai ned by..a punching operation or the like in the corresponding bendi ng
por fﬁl’ onsP& lf%%glyﬁ @%ﬁ@fftﬁﬁ%ﬁn% %ﬁ%&‘% CUTERRCR AR GER @-“I@é‘éﬁeﬁfl}wgh ARnber
59, thus,faciljitati t he bendi ng .st. fo tion o he easi

pendabl 2o5a1ebhE Shbdraling BRE O S RBnusl e it E Bref3e8 lost POHESRS dbar
fastener &5 i [ ' t] . 0 not
remar kat} I6yéldélev'lt ééllrel t?))lrjé% 'g&t (t:fials}g'aﬁi%ﬁljg}J %rqc%)%él?ﬁ{}% gggﬁh@&[’} %@anﬁgg?”éﬁg@ 025.
However thehfagit Begehody a4demand for an excel I ent sealing property of the
recl osabl e packaging bag, it is preferable to provide the easily bendable
portions 58a, 59a with auxiliary sealing neans 58b, 58b, 59b, 59b as shown
in FIG 14. 25FTGe 4uilustaatessenal i expmpdnsincompiohsehe pemalefasteming8b, 58b
having a triangul ar cross-section, which are forned integrally with the

f1 a0 pompembesad 8 gnd Hher apaleelasiening ngembased 95ghab fasm dher bineer t owar d
the -22 nmal e- f ast eni ng nenber, 58 a pair of ribs 59b, 59b having a

tri angulf%§t%s{>§§§%ﬂ?]é%fl %ﬁ&h%ﬁﬁﬁﬁ%@g@m%g}%prwmm fematign porti on
59a for t?ﬁ nale-%%%%eqéng4nenber 59 so as to project toward the

fenale-fg 8&?&61 %9 Y8 The tip end portions of the ribs 58b, 58b for
the female s fastening nmenber 58 cone into contact with the tip end

portions of t hm&ﬂ&%@&ﬁcaﬁﬁptﬁé’?eﬁq%?e—@ét%hﬁﬁ%%ﬁ?%%d ?ﬁ% mpale-

respectively, so as to Inprove the sealing pr

porti ongabfhingIeniter! NP asefdined &t ahe ffrfadeot iHl@@lﬁeéta@ﬂiﬂ%@&nééridl- e., in

a state in which the mal efasteni ng menber 59 engages with the

f en@be- {3 tenrisng hespacedBpal0irbie each etidras steowhtindf1G.he, By Emdﬁg, 58b
and 59b, 59b are substantially identical with half of the depth of the

f emal e- rtbeeshveaigolpblmi matefiat B8 betvaten dass 8di agd R2rinéra HReandaktdnfert he

hei ght of the mal e-engagi ng portion of the male-fastening nenber 59,

r espect ieldinganaghiee gnd 1njpedagriyshssis, resgb sanh &9polyBdhytimneanesin
deteriorate the easily 15 bending property of the easily bendabl e portions
58a, 59a. The ribs 58b, 58b and 59b, 59b as shown in FIG 14 |ocate so as
to be apart outside fromthe opposite sides of the fenmal e-receiving portion
of the femal e fastening nenber 58 and the opposite sides of the

mal eengagi ng portion of the mal e-fasteni ng nmenber 59 by a prescribe

di stance. 20 Provision of the ribs 588458b and 59b, 59b in the vicinity of
the fenal ereceiving portion and the mal e engagi ng portion nenti oned above
permts to ensure a further excellent sealing property. The above-nentioned

o o o e e Y o o o o



pair of ribs 59c, 59c having a trapezoi dal cross-section, which are forned
integrally with the flat portion 59a for the nmal e-fastening nenber 59 so as
to project toward the femal e-fastening nenber 58. In this case, the upper

surface portions of the ribs 58c, 58c for the fenmal e-fastening 5 nenber 58

For the et S00EED aliderialfsh eBue EROBRE FESAR Mg soiatEs shipgl™ >°°
seal i Ng BLORGLE ¥4 DEL vaen Ider GhAlce Rl ThoRAnBBATHAORndt bRGRFALY Naiest at &

of the linear fastel , ., Ina state”in stening
merber §8nRN8aH8Ek Mhkhmkhendemalard asé %l@gfa@%‘é’@i%rgt%mﬁ& NoWh adg8#hi Ption
w Il be given below of a nethod for manufacturing the recl osabl e packagi ng

bag of tthe whéer fastbadt MENis desddehedanhatte thé enifrepwedent ofteniiadn. The
manuf acturi ng nmet hod of the present invention conprises a preparation step
for & ndmg biodyd 1Aato Heafohmedg, fart hapaz Kaggtly doagesmpondingpbsia ivahue,

adj ustnent and folding step, a cutting and bendi ng step, a |inear fastener
f or mi ng whinh is ohdainegkdyi sigbtaspinghthe tetaewidtinoé theosidst kpat-Ferled
preparation step for the non jqined main bag body is carried qut by placing
t he oppd%(?rttlé)%gé’ do that ape o Mebfarmed Ay a SHREGUAN7BFOCESS, (iRIR tASOt her

and heat-sealing.the averl appin ortions of the sheet over 20 their
entiret frftﬁretWé‘?q}brrg‘?ft%(ﬁ Wﬂqgoti’zg%gf)p&ll ‘0 forma heat-seal ed portion 76,
t hus preparing the non joined nmain bag body having the upper and | ower

openings (see Mdsy, Laealyiptih Poslil! e ﬁkﬁéﬁ%@”gffﬁ' I e P 1drS

carried out by turhing t non-j ol ne Inits circunferenti al

diraeti %a&ﬁlfhbairihg%%%ém%hﬁaiﬁggéc@%abtbega%agtrriegeggg ggddhe?; - iga!, 39 and
y prescri IS

portion 76 is apart fromthe one Side edge
folding it in a flat state (see FIG 16(b)). The distance "d" is
substanti al |y iKiest,ittaire vauteh prbpated fthote -skets tdfefidh dinatefial,hkesitde f ace
portion 60d of the sleeve 60, which is used in the sleeve-insertion step,
i .e., thshe¢dsgeihfilm "masedabid,il? FoGloraitg thatopposite fapeanof tendiaig st ep
is carried out. by form ng cut-outs CL at_ the upper ends of the opposite
si de edglag @pdfvhﬁ‘* ABA §hei plaeetrfi Tl seaterisd b3 Ertforming thehntéemod! e t he
position_adj ust nmen nd folding step, and then fol ding the upper portions
of the n’g’r‘ffﬂ"ij 8ﬁgenﬁoériéialntgbag body, which correspond to the | ength of the
cut-outs CL, so as to be separate fromeach other to forma pair of bent

portjsons (see The ohi t %][H”Eg | S..C j£d out
by p]!5gci ng the%%%’l%&é%e teIBIf ﬁpl)%???%tﬁg%?nﬂ;? 5 I;lear- g ‘%E@#%I@‘iﬁﬂge

machi ne adnCoAd bBH?L!lsd ¥s fQEBHNA W | THESIdRASIHE N fBIReAter{Ar13 e

| i near fastener on the inner surfaces of the pair of bent portions of by an
insert iplaed betwesrdiing respsqieas iovedrypofish sief tige epeetd be fikind aeeideb
thereof. The linear fastener formng step is identical with the linear

f ast ener 1loARi sythsateihe folding adgeABadifitbetfokdedsbloeet ofifilmh @raterialhkl is
description of it is therefore onitted. The heat-sealing step is carried
out by heHectkhPRIdhe A AGat-@dnHPTe¢RssnisrapRlied 4o thenloesy Podiover its

LB of Tt el lht S581s8mche 15,089 R 65 RERLrRtaker Bl ' n.
non j oin nqaiﬂegﬁgag%gyg?%ﬁ&t%q{rﬁspond to the cut-outs CL (see FIG

16(d)). € maln S prepared in this manner. The
sl eeve-insertion step is carried out by inserting the sleeve 60

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.



into the main bag body 74 (see FIG 16(e)). The sleeve 60 is the sane as 25
that described in the enbodi nent as shown in FIGS. 11 and 12. The
description of it is therefore omtted. -25 Changi ng the shape of the

sl eeve 60, which has been inserted into the main bag body 74, into the

t hr ee- di nensi onal, shape as shown in FIG 12(a) causes .the n bag. body 74
to be Kkept in theehapetheticsmp ision & po qtfﬂyfqr}f: §5RH OF BoLPEOPYIREe

26 bR R Bl e Rl DA AL

i (4. T i i
Craokan) SEPHlinEspAQS AEELARErRARKAL RIS Ak SR DG EIABASHIRLG &
mai n_bag Qp%é@ 4 etéﬁgﬁaom kRe DGR &ﬁf’rﬁ& EBF‘tiéle 1 ! hed erhpsakl glaft%fakagi ng

bag 70 fornmed in manner as 10 I oned above, the non-jolined nmain bag

body i5s thgteaetn the Hses R20CANH €2 EOE itAE 1HideeClastéh&onididing heacdHigiede Tege of
the heat-sealed portion 76 is apart fromthe one side edge by the

prescri beshmihgtmneesihdinjectel .intdeheengilig 'spases howthe nmblten $24te) is
Accordingly, it is possible to place the heat-sealed portion 76 in the
vi ci ni ty afoledenddigseaipades. sifdeafrasultpfthe Hembdefastiess nglmepdukat® mgpdoag 70
havi ng the rectangul ar parall el epi ped. The heat-seal ed portion 76 therefore

SRR LR S TR B G

xt ernal GBEBarAREE S8 THsS QHUNEYERET RRBPE SrhioLa Rt Eoedhei Deedpdor
the dbved FeRETetiQl¥not BEc Pt Shebry o e e B R B SRR foflbpfas o "
ol de face o e O B B o Ol dE Rk ledD Y bt dher Ne

par al | el ehfedhe NawiredeRehi ditthenmeih baseb @y 8 Metiomaral anathef thekhnd for
25 manuf acturing the recl osabl e packagi ng bag of the other enbodi nent

descri bedhabtsealsld poetipnedéntié.nventi on. The ot her manufacturing net hod of
the present invention -26 conprises a sheet-folding step, a
sl eeve-placing step, a cutting and
The bent upper portions 11a, 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



bending 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
| ower edges and one side edge of which have not as yet been joined. The

sl eeve-pl acin ep,is carried out. by placing the sleeve .60.in_the.non
Soined THANBSG bodd et mnacriissiiob ey 56 Ry bt AR |y
secur ed th n._10l ' 0 . ' : a

ot - ol dr s HaenBRr I8 IR BhBaS e R Bl BB 70 AR OREY BB e
enbodi 1, E . <fEhe ri P fo L A refore
omtted. gagﬁtag%]fgt}g?]ﬁﬁno&%g@g?%%&iségi?a(r)frjﬁe_ fgﬁtb@?l f%(g)r %‘IB neégsgzta(g Eﬁ}t - out
at the QR%%&aR?@nﬁB eaehsbteeredgehefichen "M ehOh N6d tHRI fo nhag - RREmingNd t hen
fol ding the upper portions of the non joined nmain bag body, which 1

cor r gspanentisert b8 drahghb rablé-festenting uhenterabd 19 sheald@peiat ehbreaitiach
other to forma pair of bent portions. The |inear fastener formng step is
carri ed widthbly oflttheimgin hagphody df4 bgrthepotdl width of th¢ sibahebtstaleelr
mol di ng nmachi ne_and continuously formng the |inear fastening nenbers for
t he |i ne@rticgst édedbon the inner 20 surfaces of the pair of bent portions
of by an insert injection nolding, respectively, excluding opposite side

oo e TR 7 P AL IR B A
Y R T e AT
CoLRELRERALTS €10 AIgE ichhesfinand o 8B dmiioima, bove e

in the |@£%i5dd§li nal t6li beabreed. 0 Phéidr SBeét sedllad BatdrianN386nhagdtHa
addition, heat-sealing only the upper end of the one side edge of the non

j oi ned nfeinmaleafashading whkibes ol 8 espd rttiet mdlédasteningt menfisere 18l 6n the b) ) .
The main bag body 84 is prepared in this manner. Changing the shape of the
sl eeve 6Oppogiteledges, beeshawndnt EHGi At o Thvecuhishebhgf hiday n8xeriahtd® ishe

t hree- di pensi onal shape' as shown in FIG_ 12(a) causes the main bag body 84
to be keloldedh inhéwenaingdheniiermediate ling &p. that dhenfemaleafastening sel f

t ' h b [ by 10 bendi ' d the ject] 60
S0ator FRETOredeeis (PG gBENE NP HRERBOMG 151808y “Hah ARG PUTosabl o
packagi ng bag 80 can be changed into a stackabl e rectangul ar parall el epi ped
by bendi th ' P . - | . 8,
o’ and 10, when A REeRRI b BRoPt S AR YR o B ST M BES,

15 surf ages sfeBEBE 1I8AMMAGRAIODS! Which has 8deaSioldEd $H&%o, A fdrtdNsied eri al
in the above-described nethod for manufacturing the recl osabl e packagi ng

bag, it hsapesaldd pottdonseMenl 6l ha@heediresesidedsdzoed iretldsabie paekegingdg
outward by applying.an easy heating treatnent to the recl osabl e packaging
bag havi hggtiberehared dn this npamheshape. It is therefore 20 possible to

i npart a ni ce-1ooking appearance to the recl osabl e packagi ng bag having the
t hree- di nensi ongl shape. |n. additjon, it js al so possible to prevent a

di spf y condi t i OAVof C{)q?@rﬁétéck%gi‘ﬁt}?b s &Wer dpslovay dhed t etod ofar |

store from bejng disordered.and the,packagi.n s fromfalling down from
The. di spl o CePt en FO e A GIoEleh O 08 T CHESRBG: DaCkRBRERRE on 25 of Lhe
packagi ng bag with that of the other packagi ng 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.



In the above-nenti oned enbodi nent of the present invention, the sleeve has
a shape as shown in FIG 12. The sleeve is not |limted only to -28 t he
above-nmenti oned shape and may have any ot her shape by which the packagi ng
mai n bag body can be kept in a prescribed shape. The present invention al so

i ncl udes a rec)] psabl e pac i ng bag,. ich permts_to.solve the probl em of
i nprovement inl Fa%lR‘F‘H% Bmﬂ@? t@]‘?lt‘ganm 1r>e(]:180éa}5? eH5a loueT ﬁbeaéaﬂ%)alwlii ch has
fundarent al. el nts of a .. n, bag bady haviy an._openi at .lgast one
neat - seReEoBor { iatAoB TR e CRes aRd U8k SRR 1age 145
portion @gf. th [ .S Pr QVI i.th I e i's
pl aced Wﬁ%f eﬁ%g?ﬁHBQEngggxm?ﬁﬁJégiEggégﬁé%%ggﬁgaﬁﬁg ggsﬁfgﬁ%hg&g% eri zed
in that JhgonRi 1192920806y the sHieh8!dtosin Thard il §3¢ridade erReadigpnsi onal
shape dgﬁ?ngggby the_s eeve sO 5% to keep thelpreséribedethree-di%%%sional
shapg. Anges e8Wrpodite UM ciRMesoRY t@MRdsémLtqsdbbe packaghey. bageof the
present invention, it is not always necessary to formthe |inear fastener
by an i nggsdr poytémis dlayrldkthh s dealt are-plantd detd eenbtdts disst20 ahd Bé 15
present invention. Mre specifically, the linear fastener that has
pr evi ougifythisderedmfastananynolding tmedhing asshoves dniRl€d I ace of the main
bag body by adhesive agent, a thernal bonding process that is to be
si mul t aneousl y_applied during the heat-sealing process, or, an t her

By haticl ik i dtsh

appropriate fi ttichy Sy SR U s, PoyetRylsner 6518 18 N9EGEAMY Ai n 20

R
ShougCess BE A0, b o 5 IEGRAD LONBACR, aF1D ESIOPRRRC

| pr ovengdHt w PpéNBofid e Nala, APREHANRGE PlacB@betReEB\BER/IeSD20!dhd P of
above-descri bed enbodi nents of the present invention, each of the

proj ect ithieslifiBax-fadiReromadlding neadieinkQ es aarésuigf ithe feinaleraseeninigo
contact with the bottomof the main bag body 54, 74, 84 to -29 maintain a
prescri bednpusi {Boandf thdensleefasteihg méeinderal & dragjdindy &, thédinret. | f
the main bag body has such a function, the projections 60cx, 60dx of the

sl eeve avwrfaegs pgdjbﬁ rkent Wopkr megpiosts idasder. a Thatengthr eceachasifdhe

os ol boATBOE RSt Rer anErGe 1 #hesthen - otenii nBEMRsbI 19 pickagi ng
1% oppostiig i ¥, JERelinggo i mblie: SnaL BT s PRk e G StgBP R FRRT "hag
body 94 B(ﬁd)% gﬂtl%f%@%@@él%&ﬁ%k&@tﬂkgsg%ghggt-ggﬁﬁéﬁéﬂﬁﬂié‘ng he, 18 10

correspond € opposi ng portions eat - sedl'ed portions 56,
56 of the main bag body 54 of the recl osabl e packagi ng bag 50 as shown in
FIG 11, respectrie/deyt 1gosér pbriibasherd - $2alfod ther iiLdA Ba®®ody61#samy ovi ded
on its lower portion with a stopper portion 96a. The stopper portions 96a,
96a f acepkaet anherpas asiother iso tfHab thEBnwsdetfhaterding ommoker ¢ 91éngagesr si de
edges of the sleeve 60M 1 are placed on the stopper portions 96a, 96a. Each
of tdfk swikptie fnplenfastgeing gpamber b¥ned hgai-seakingipngcens isiagtiest t he

| ower po t he heat-seal ed portion shown in FI G

i f 96 ! 9 . Th
st opper %%:fﬁé]@%?()l@ﬁ&,s" SaPWéwhsaofﬁlﬂﬁﬁb tipzk%f%?tﬁrﬁd ]t%ﬁlérté?lé’ﬁrgeg
iti .0t i 94 .that t 20
Porti on B¢ TRAFHE PRI SaTenn Gasi 155 E%&f-gﬁﬁiﬁlwgnftgpsl Eﬁa%éﬁ%%hom
P _ vaed :
50 descr PRS- B 28Y B bdred S5 SRR i, B 0Ll s abry Tor med on each of

t he heatseal ed portions 96, 96 as shown in FIG 18. However, the single

st opper 25 por tFn I@Ml@@trb@w@%a@kagea ARl white Resthasged 8¢ MBhkipns 96,
96. The stopper portion 96 nay be formed by increasing partially the width
of the | oweosablet packadingeadedth soaktettsphatvimna ¥ectmghiawplate-Eh&pel9( b)
so as to -30 forma small projection 96b. The recl osabl e packagi ng bag 90
is folded into the shape as shown in FIG 8 in the sane manner as descri bed
above. FIG 20 The psiokaged artiddi40 camprseorptiufeet sidessasded ré0lsabds shown
in FIG 18. The nodified sl eeve 60M2 has a pair of bendabl e 5 reinforcenent
flaps 60PpCkBBHE DRBFEL apdctilia eemigntst(ret Shox BOWP aSCAMIPDEACEETS pai r
of opposing front and rear face portions 60a, 60b and a pair of side face
portions 60c, 60d. The reinforcenment flaps 60cy, 60dy are integrally forned
wi th the upper edges of the side face portions 60c, 60d of the sleeve so as
to project upward. FIG 20(a) illustrates the sleeve 10 60M2, which is
folded into a flat state. The shape ot1& he sl eeve 60M



folded in such a flat state is changed into a rectangul ar shape by

unfol ding the side face portions 60c, 60d. The reinforcenent flaps 60cy,
60dy can be bent inward as shown in FIG 20(b) so as to increase the
strength of the unfol ded sleeve 60M2. It is preferable to provide the side

f ti 5 60c,. 6 ith th i.nf t fl . 6 60
rgggegg{9%?ngll‘%?ﬁ%?@g3gﬁﬁ%%?%%%@H&%hgggkﬁég%ﬁgﬁﬁvggfH%8%¥8@£dgﬁ'on one of

the side face portions 60c, 60d. FIG 21 illustrates the other nodification

60M3 of the sleg . i - . V. s qid i ca

to the sl eeve 6%%56@8%2)}@%5&%{&{Ehagk%rtﬁgrreggén@h %gtpgggﬁgb gbgol\l?e?r{%orti on
60dy. The, S0Bdee dsgmsal el ﬁﬂy?h t ral enent s
and the g%scrl g{ei %ﬁé%?qﬁese é?eéraéér?%és\gllﬂg\% Eﬁegéfb_lr_ e co(?/et{dgcpglr!t]i%(g%e%Ody is
formed byedtaggedst ngam@ells?qu@ & bhewhelinf oFement whikh 60sy as ssdwwn in

FIG 20(b). The length of the cover portion 60dy is substantially identical
25 Wi h torrespdnkiing tohthef shagpe bhtke ponténts. 6da. thibeasey erpgreidr ohtleddy can
be turned so that the tip end of the cover portion 60dy is placed on the

r ei nf or cbagnwhichpirgduyeashehsigie heatrsealegiportiosuihdeiagmedtinte apBatkits to
i ncrease further the strength of the unfoqlded sl eeve 60M3. The -31

connect i BRTHER: YaHIGthe pPPOsEfages of dhe dmg cxpand oadwarde dce rpsvit on 60d

is provided w i ne of perforatjo S hat the cover portion 60dy can
bas | v bERS IR off thegippte Bortioh fia. aF Baf Beliitoet baes RSChiiBbad o e,
60dyb are_far t G f.acl | t

Shoroor Trisak TRS k. 15 L0 B FRic Bhe Yotehts MBSk bAKE, IS a8 T Rl

whi Cloi's cherWierS SR Href RITRE of RV ReAIdnEA%AM JoVEESEnL- PBRE SO as
to be inse?te |n?b t_eﬁglge e, ﬁn Pég?%ceﬁent %?_t E%ngérgescrpged

det achab |p©rt3i@1/1642p?féjb@fb R tHe alboe c ABRNETIRSC Mo §sbreivn ah i swigtht he

met hod for 10 manufacturing the recl osabl e packagi ng bag, the bottom of the
r ecl osabldérgramsagf tige ag. havi ng a st ackabl e rectangul ar paral |l el epi ped
shape is forned by bending the flap portions 70a, 70b inward as shown in
FIG 22. Wen a co-extrusion filmor the |like, which has a heat-sealing
property, is usébeasupperspestions 42| minsliher i diree-sidessgrdedi beglasslye event

the flap portions 15 70a,  70b_from projecti ng downward by appl yi ng an easy
heati ng tHASKOSERE Pagthé b%tfpglﬁdofalpﬂg Hg | OBRET eh%rdé(k%iﬁ%n %.O@M@ 23

and illustrate a nodified.forgation thod of fhe bottom.of the -

oc S8ani e BB GrnSRREG IR0 ICH S MRl e M FRERBILCOFISE 3 ¢ he
st eps Oflﬁﬁﬁl j td 0 0 hes 20 i : 104 to
a heat-sea iﬁgc%?ﬂg%é%ﬁg%ﬁgédi |ng£%f€h?%g p?gﬁg%df%brFﬁ%n§p§§g¥€gﬂgewbre
speci fi caldgks bhetd appper tHORickD0g ofhhfefdiatd PagicloditohP4Hes dldveed on a
base 111 and a heat-sealing head 110 is pressed on'the flap portion 100a to
achi eve trhenhieakdsrti mpriivacénsludihg hbkrat skialhaw-Ealpd opestions aphekied to
the other flap portion 100b of the main bag body 104 in the sane manner.
The heat -meMehg Ipgrtisor #Boiss bendalow@brdrso gsold Hedin parailel watindheas

shown in FIG 23(b)._ Then, the tip end -32 portions of the heat-sealed
f1 ap 2Bor tVesHE2L SHIE Plyep ohithe CONtERES 85 SHOWA IPFIFO- 2l 41 626 thismal |

fl 100ax,. 100bx. FI G. .24(b) i ti i il t ti th
oo s B RS o, PSRN ¢H3he hEBEATe \p o SUchaRge TS 1

t | ol i e Gq 2 " ,
ooy e B RAL B HCRRES: raeliditn 57 ihlen | REELENGRe Tt dne BREC |

are kept eidB_ng wRlidedngt ghggcii?g%’&ﬁicfh r@??%@%@ HRAE K 281189 O3l ahhere

is not required any ste r |'di ng t he ap portions Inward as sShown in
FIlG 10. dasyaushdiipréhssomitle brapetia@Qsuntioldbx | mprove t he

sel f-standi ng property of the bag 100. The small flaps 10 100ax, 100bx may
however be folded inward as shown in FIG 10. In the above-descri bed
enbodisment s of thhew pdeseriptiomvenill i tem givelne belove arf thesteriesabieypackagiags| i der
that is novable along the |inear fastener so as to open or close the

openi ng pbagidnthst other embodiageioad thehereseasimvanyionawetinrefargsee dve
portion, which is joined to the main bag body 15 by a suitable joining
means suchl@3. ddtidd Je- heat-sealing or the like. The shape of projections
of the sleeve is not limted only to a triangle, but nmay be a trapezoid.
According to the present invention described above, the linear fastener is
provi ded al ong the opening portion of the main bag body by the 20 insert
injection nolding so as not to extend to the heat sealed portions. It is
therefore possible to reduce the perigi of time for process and inprove the
processing efficiency. Wien the main b 8 body i ncl udes the sleeve for
keepi ng the prescri bed shape of the main bag body, it is possible to change
easily the 25 main bag body into a proper three-dinensional shape. In

I o o, o - . o, Y



Provision of the easily bendable portion on the linear fastener facilitates
the folding of the main bag body, so as to nmake it possible to prevent the
occurrence of unseemy outward projection of the bent portions, thus

provi ding a ni ce-1o0oking appearance of the threes dinensional nmain bag

body. -34 T 1S CLAIMED | S:. 1.. A recl osabl e packagin a rising: a
mai b bag. body! RGGFRS AR O BaRIAE I PRE G SHBEII GeLA Cr B DAY SE

porti of. i vi ded on said opening portion of said

mai n 5ﬂgggpg%§$%“€ﬁ§§g%ﬁf5§£$%"f§ﬁéar fastener is provided along said
opening portion of said nmain bag body by an insert injection nolding so as

not to ext endrhe indi HiAboagaeds RorhbaNsy Biaifh% tarlesle d1apkagi ng bag

as claimed in Caim1l erein: said heat sealed portion is provided on

each oimaeppdiihevwd dexhet thaifdldTakNikalbdey downward hed keabkealagkagi ng
bag as clained in Caim1, wherein: said heat sealed portion is provided on

one5 of the pgiposife ejgjassond. f dMere epesidicadllynithe hagir bedg, bddy B¥e haschiosabl e
packagi ng bag as clainmed in Caim3, wherein: said heat-seal ed portion is
provi degeoing ati e wpper tpastiosf andi theoheabfseaddd ppatiensiSpposimgheaces. 5.
The recl osabl e packagi ng bag as clainmed in any one of Clainms 1 to 4,

f urt hePPPOIHE BARY: a sleeve, which is placed in said main bag body to keep
a prescribed shape thereof. 6. The recl osabl e packagi ng bag as clained in

O S, e S REARERCE o B iR vl B3R
bag body 54 in the same manner as in the embodiment as shown in FIG. 2.

10 More specifically, a male-fastening member for the linear fastener is
formed on the inner surface of one of the opposing portions 51, 52 of the

sheet of film material for forming the main bag body 54, 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



said sleeve has a pair of projections each having a triangular shape, said
pair of projections being capable of comng into contact wwth a bottom of
said nmain bag body and being fol dable. 8. The recl osabl e packagi ng bag as
clainmed in any one of Clainms 5 to 7, wherein: said sleeve has at |east one

por t1 on_ of PEdiia ARG bulpr BBt M HEE hBER ERolidpTa b MY B s T Ce B B ne
I n-any On@x@néjtﬁb”?"bngi%ﬁii \ﬁl}"ﬁl?& idh, & '&ﬁﬁeﬁﬂe ésﬁdﬂgt agbaflEnsleeve
portion that I's acces e when the r'ecl osabl &€ packaging bag s opehéd and

whi ch whefh éelasRed) mmapadrstid ehideeaudehQidB1atri EAMReSAE $hekas ¢ irfed
t hr ee-di nensi onal shape. 10. The recl osabl e packagi ng bag as clained in

Caim9, wheneand ¢ fglelednil esfiar Stét@r@@@hioﬂvrﬁalhd?ldﬁtE@(bgbiyebéh@ﬁyg? tRertion
to facilitate its renoval. 11. The recl osabl e packagi ng bag as clainmed in
any one ofidd dos fortions0 60cher@d mlosg therdbhlibgglibes\yFlcaf tiee faitleeddcent o a
prescribed shape; and said |inear fastener has easily bendable portions,

whi ch f aciportignedGr,Hd 5 whilengoying she fallingdinesobhyputwardrhe recl osabl e
packagi ng bag as clainmed in Caim11ll, wherein: said |linear fastener has a
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auxi liary“seal 1 ng neans’ bel ng capa comng rnto contact” wi't
otheripo spRay sq4space between said flat portions. 14. The recl osable
packagi ng bag as clainmed in any one of Clainms 5 to 13, wherein:

Changing the shape of the sleeve, which has been inserted into the
main bag body 54, into the three-dimensional shape as shown in FIG.
12(a) causes the main bag body 54 to be kept in the shape as shown in FIG.
16(f) (although the main bag body 74 used in the embodiment as shown in

15 FIG. 16(f) differs from the main bag body 54 as shown in FIG. 11 in the
former has a single heat sealed-portion). In such a state, the self-
standing shape can be provided by bending inward the projections 60cx,
60dx of the sleeve 60 together with the main bag body 54. The reclosable
packaging bag 50 can be changed into a stackable rectangular

20  parallelepiped by bending the upper portions of the main bag body 54 as
shown in FIGS. 8, 9 and 10.

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



said main bag body has at | east one stopper portion for positioning said

sl eeve. 15. A recl osabl e packagi ng bag conprising: a main 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 main 5 bag body, wherein:
sai d recl osabl e packagi ng bag further conprises a sleeve, whjch is placed

e e s s ol badyiiont geiii
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ot her, sai irTst and second T1near “fasteni ng nenbers bel ng ‘engagedbl e with

eack) of RertHeopbRidh & chbi@ponidaleoehe bt dlepdihehaige fate Porfioast eri al

havi ng said first and second |linear fastening nmenbers forned thereon in two
so thabgiedd bf e alekve3d0. decordinglyerdre éasilyebendabbarpertonarb&ygage
with each other; and 10 heat-sealing each of opposite portions of said
sheet @94 hasmestharifamalhueckblidggartiohonon siale-angagisg postiopomttiiohs. 17. A
met hod for manufacturing a reclosabl e packagi ng bag, which conprises the
steps @re rroniderhiudhg qiberiregion.rand ins erbolte flaheduter pRttivn ngltisnbers on
a prescribed position of a rolleq strip of filmmaterial, by an insert 5
o ot {BRTHGFBIy oleato tnsbeasth cirer Mofre Jepfeners Gihale St B8d sacond
| i ngar fastenin nbers being e able wi,th each other.to forma |inear
f add endtTSGegR b Ry PEATd HroRsePy Bf RBe ety PRl deh € kS PRPb e g ae el
| ndepenggpt, Shagtkgbid | 1dPeARERIA 2 parallelepiped shape of the reclosable
packaging bag.

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 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



10 folding said sheet of filmmaterial having said first and second |i near
fastening nmenbers fornmed thereon in two so that said first and second

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

i de heat - | ed . [ : : had. ized in dairn ,
et of revLSTTAS Ty B T ARerep i o HGHST §OPorEa BBt e F i1 m
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fol di ng 1 : i [ Y Ry - Lained mai n
bag. body Caa tiRg HlerRbel IOk o obrajpel AP AR ARl I
j oi ned WdbBAEE, OTIGE ;tih it HbIRRRY oPANEI ABS ©8bSEi’th MO theifeathleRi N bag
body so as to be separate fromeach other to forma pair of bent portions;
-385 ViAtehfimChdibler |58 cbmd ified e thor witihuhactiprdmd portieglsostthe

packagi ng bag, which conprises the steps of: folding a single sheet of film
mat er i atibisn5Pw 39 forpheenmladasieningdmmeanbeb &P, borbpectivpbr, smeéisopposite

si de edges of which have not as yet been joined with each other; folding
upper pbRPreYs the %@ﬂlm&momrweﬁeﬁﬁmnm Batiposbions PB8ape%epar tR® from
each other_to form ent portions; .

air of pl aci ng sai d pair, of hent
por t i onSEFHNE JtReqt thadeeRn FRIEBER P Trelchr 48,2 S6A mjaﬂypﬁ T MHG i r st
and secgngd_linear fas {n nber.s, for | i.near, fastener .on iLpner surfaces
o sai d e pirts Mt PRBEEY Sulh dRrPm it iy Rk R 58 ect fon
nol di ng, respectively, excluding opposite side edges thereof; and
heajg seal i ng 1 i i faisal 0 'o%gﬁg in g dy over
the%q entiret;?hg.Bﬁﬂﬁé?&@dBfggnﬁgﬁﬁgggggi?ﬁgﬂg ?5%105a Fgﬁ%aggggﬁﬁg bag,
whi ch ceupsteetatiiieiddrRsaloiwith Oheinef atke RERhs beethoffehidimFeerihgl in
two to prepare a non joined nmain bag body, upper and | ower edges and one of
opposi t postida efighs f¥mate-tdsthaneg noendsery 68 headnhjadi nkhd height eafit bhet her ;
form ng a cut-out on an upper end of the other of said opposite side edges
of sai dmale-¢rgagingmemidnmgf bodymaleofagteningopembper bPonesnsctivelyd ndd | oi ned
mai n bag body so as to be separate fromeach other to forma pair of bent

porti on& T&RHE thiper risr PRBno ety Sab, ot HocBet ssperarats the §apiyigt h of
said_cut-out: placing saj.d pair _of b portions_in | i near -f ast ener

nol g'lr) ngtbﬁﬁl?ﬁ?ﬁé:’,m%ﬁ‘g’l ﬂﬁ%?gsﬁg%ﬁq@%pﬁor Hss%%%ngg?i near fastening
menbers for a linear fastener on inner surfaces of said pair of bent
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respectively, excluding oppositée side edges ther -sealing said
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body over their entirety and heat-sealing only said upper end of said other
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_method for manufacturing a recl osabl e packagi ng bag, which conprises the

" steps ofengaging portion of the male-fastening member 59 by a prescribe distance.

20  Provision of the ribs 58b, 58b and 59b, 59b in the vicinity of the female-
receiving portion and the male engaging portion mentioned above permits

to ensure a further excellent sealing property.

The above-mentioned auxiliary sealing means are not limited only

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

25 comprise a pair of ribs 59c¢, 59c having a trapezoidal cross-section, which
are formed integrally with the flat portion S58a for the female-fastening

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



pl aci ng opposite edges of a single sheet of filmmaterial one upon anot her
and heat -seal ing overl apping portions of said single sheet of film5
material over their entirety in a longitudinal direction to forma heat
seal ed portion, so as to prepare a non joined nmain bag body, upper and

state so piapt HRESRELPOE IR BB ARSI ARG 28 Bl 1
si de._edggafrafRihihGrad B g? Weohasehde Rie@nbi e6EhiRd o 86 auce:
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body so as to be separate fromeach other to forma pair of bent port| ons,

sai d upperpgér purfacnpdralony) of tleaatibs co8ceFRMdonotiie faniadpghbteafingai d
cut-out; placing said pair of bent portions in a |inear-fastener nol ding
machi be; momtheruddstome dntd nepritiast veink tﬂfmctipdldwﬁeaurﬂaa:stmnitirmmn‘iﬁhﬁs for
a linear fastener on inner surfaces of said Eall’ of bent portions of said
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prepare a non-j @i ne osite edges -
and | eft-hand and right-hand side edges of whi ch have not as yet been

joingg with eaCdeiﬁrheEicsf:ﬁE)@ioﬁ‘ﬁ HANErbPOIivans Wilowal f aly | aaghowofgtheet s
of filmmterial so as to be separate fromeach other to forma pair of

bent por tinamsifaptadngotisairdchmablef pdxdtdgingr bagnesf ithe aotlierearmbadresreyr
nol ding 10 machi ne; continuously formng fist and second |inear fastening
menber s fagscribed 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



a linear fastener on inner surfaces of said pair of bent portions of said
non-j oi ned main bag body by an insert injection nolding, respectively,

excl udi ng opposite side edges thereof; and 15 heat-sealing said | ower edge
and said | eft-hand and ri ght-hand si de edges of said non joined nmain bag
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mward the projections 60cx, 60dx of the sleeve 60 together with flap
portions 70a, 70b of the main bag body 74. The reclosable packaging bag
70 can be changed into a stackable rectangular parallelepiped by bending

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

In the reclosable packaging bag 70 formed in the manner as

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

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

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

looking external appearance of the reclosable packaging bag 70.

When the demand for improvement in the external appearance is

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

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

reclosable packaging bag 70 having the rectangular parallelepiped.

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

described above of the present invention.

The other manufacturing method of the present invention
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The sheet-folding step is carried out by folding a single sheet of
film material 80f in two to prepare a non-joined main bag body the upper

and lower edges and one side edge of which have not as yet been joined.

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
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
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
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
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portion 86 and in addition, heat-sealing only the upper end of the one side

edge of the non-joined main bag body, which correspond to the cut-out

5 (see FIG. 17(b)). The main bag body 84 is prepared in this manner,

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

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

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

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

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

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

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

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

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

sleeve has a shape as shown in FIG. 12. The sleeve is not limited only to
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| 4&50% TRE (pclosahle gac 8g§m® 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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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
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
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
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
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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5 reinforcement flaps 60cy, 60dy. More specifically, the sleeve 60M2 is
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,

60d of the sleeve so as to project upward. FIG. 20(q) 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 60cy 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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There may be provided a cover, which is formed separately from
the sleeve and has an inverse U-shape so as to be inserted into the sleeve,

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

In the above-described embodiments of the method for

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 Iﬁortion 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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portions inward as shown in FIG. 10. In addition, the small flaps 100ax,
100bx improve the self-standing property of the bag 100. The small flaps

10 100ax, 100bx may however be folded inward as shown in FIG. 10.

In the above-described embodiments of the present invention, the
linear fastener may have a slider that is movable along the linear fastener
so as to open or close the opening portion of the main bag body. The
sleeve may have at lease one portion, which is joined to the main bag body

15 Dby a suitable joining means such as adhesive, heat-sealing or the like.
The shape of projections of the sleeve is not limited only to a triangle, but

may be a trapezoid.

According to the present invention described above, the linear

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

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

the processing efficiency.

When the main bag body includes the sleeve for keeping the

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

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

main bag body so as to bear sufficiently the stacking load.
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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
5 bag body,
wherein:
said linear fastener is provided along said opening portion of said
main bag body by an insert injection molding so as not to extend to said

heat-sealed portions.

2. The reclosable packaging bag as claimed in Claim 1, wherein:
said heat sealed portion is provided on each of opposite sides of

said main bag body.

3. The reclosable packaging bag as claimed in Claim 1, wherein:
said heat sealed portion is provided on one of a pair of opposing

faces of said main bag body.

4. The reclosable packaging bag as claimed in Claim 3, wherein:
said heat-sealed portion is provided on a middle portion of said

one of said pair of opposing faces.

S. The reclosable packaging bag as claimed in any one of Claims 1 to

4, further comprising;:

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

prescribed shape thereof.

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

said sleeve is foldable.
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shape, said pair of projections being capable of coming into contact with

a bottom of said main bag body and being foldable.

8. The reclosable packaging bag as claimed in any one of Claims 5 to
7, wherein:
said sleeve has at least one bendable reinforcement flap, which

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

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

shape.

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

facilitate its removal.

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

5 the folding of said main bag body.

12. The reclosable packaging bag as claimed in Claim 11, wherein:
said linear fastener has a female-fastening member and a male-
fastening member engageable therewith, and said easily bendable

portions comprise flat portions, which are formed by removing partially
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sealing means being capable of coming into contact with each other to

seal a space between said flat portions.

14. The reclosable packaging bag as claimed in any one of Claims S to
13, wherein:
said main bag body has at least one stopper portion for

positioning said sleeve.

15. A reclosable packaging bag comprising:

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

5 bag body,

wherein:

said reclosable packaging bag further comprises a sleeve, which is
placed in said main bag body, said main bag body being folded into a
prescribed three-dimensional shape defined by said sleeve so as to keep

10 said prescribed three-dimensional shape.

16. A method for manufacturing a reclosable packaging bag, which
comprises the steps of:
forming first and second linear fastening members on a prescribed
position of a sheet of film material by an insert injection molding so as to
5 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
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17. A method for manufacturing a reclosable packaging bag, which

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
5 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;
cutting said rolled strip of film material into a separately
independent sheet of film material,;

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

18. The method as claimed in Claim 16 or 17, wherein:
said linear fastener is continuously formed on said sheet of film

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

19. A method for manufacturing a reclosable packaging bag, which
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
5 as yet been joined with each other;
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;
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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 first and second linear fastening members for 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 body

over their entirety.

2. A method for manufacturing a reclosable packaging bag, which comprises
the steps of:
folding a single sheet of film material in two to prepare a non-joined main
bag body, upper and lower edges and one of opposite side edges of which
have not as yet been joined with each other;
forming a cut-out on an upper end of the other of said opposite side edges
of said non-joined main bag body;
folding upper portions of said non-joined main bag body so as to be
separate from each other to form a pair of bent portions, said upper
portions having a length corresponding to a length of said cut-out;
placing said pair of bent portions in a linear-fastener molding 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
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.
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Ug () - +10% U&nggéilr'l)g%lgggsite edges of a single sheet of film material one upon
another and heat-sealing overlapping portions of said single sheet of film
5 material over their entirety in a longitudinal direction to form a heat-
sealed portion, so as to prepare a non-joined main bag body, upper and
lower ends are opened;
folding said non-joined main bag body in a flat state so that said
heat sealed portion locates apart from one of opposite side edges of said
10 non-joined main bag body by a prescribed distance;
forming cut-outs on upper ends of said opposite side edges of said
non-joined main bag body;
folding upper portions of said non-joined main bag body so as to
be separate from each other to form a pair of bent portions, said upper
15 portions having a length corresponding to a length of said cut-out;
placing said pair of bent portions in a linear-fastener molding
machine;
continuously forming fist and second linear fastening members for
a linear fastener on inner surfaces of said pair of bent portions of said
20 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

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

edges of said non-joined main bag body.

4. A method for manufacturing a reclosable packaging bag, which

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
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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 .

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

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

5. The method as claimed in any one of Claims 1to4, further

comprising the step of:

inserting a sleeve for keeping a prescribed shape of said main bag

body thereinto, after completion of the final step.

6. The method as claimed in any one of Claims 1to 4, further
comprising the step of:
placing a sleeve for keeping a prescribed shape of said main bag

body in said non-joined main bag body.

-37-



