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

manuf acturi ng such a recl osabl e packagi ng bag. Description of the Rel ated
Art A recl osabl e packagi ng bag 1, which has conventionally been used, 10
conprises a main bag body 7 and a linear fastener 9 as shown in FIG 25.

The main bag body 7 is | acj eets of plastic film
material 2, 3 one upon %ﬁ@@%&ﬁ %@M@%ﬂ‘éh@“ posite side edges
and the | ower edge of (. I 7. has an upper

openi ng portion 8 and%%gﬁo:@ﬁ@% %@WR%Q&@J?T?X% | i near fastener 9
15 is provided on the inner surface of the opening portion 8 of the nain

bag bocyA@Kﬁﬂqugpgr@pgpﬁggﬁq@ENtﬁgb{]ecI osabl e packaging bag 1 is cl osed
by subjecting the opening edge to a heat sealing process after filling the

bag 1 wth the contents. The linear fastener 9 is conposed of a fastening

menber Hawldgf ehedhee@ngagi ng portion and the ot her fastening nmenber 20
havi ng a femal e-engagi ng portion. Wth respect to the manufacturing nethod

of the above- nentioned recl osabl e packaging bag, the linear fastener 9 is
cut 8ff to a Mésgphesemi chvéstipdentlated tooat paclkagihly bhgt treatsheat beof
plastic filmmterjial 2, 3, in order to provide the main bag body 7 with
the | i nd&PPFaSH érist reclosed mvad gnmathed dar memefassnrislg sweh |4 resdosdtlet ener 9
t hus cut i%t%ﬂg%rarily -1 bonded on the inner surface of the one edge of
the shedt®48 Geher

Description of the Related Art

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

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

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

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

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

20  having a female-engaging portion.

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

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



fasteni ng nenber of the linear fastener 9 thus cut is tenporarily bonded

on the inner surface of the one edge of the sheet 3. The heat-sealing
process, which is applied to the sheets 2, 3 to formthe nmain bag body 7, 5
causes the fastening nenbers of the linear fastener 9 to be secured firnmy
on the inner surface of the main bag body 7. In the above-nentioned
conventional recl osabl e packagi ng bag, the linear fastener 9 extends

cont i nuobgngedrom thigeirnaresusidge of thhenchedge sfathed sheet Ron Thecathdig on
the one side of the main bag body to the 10 outer edge of the heat-seal ed
portion {oXaPiTHyHIPRE OdtthErlingarelastenpe Ondius chags fothnoraois dpmeled v,
each of bot orti.ons of the main b body has a thickness, which is

i d
i dent i ca?ntﬂietshég?’gtsé‘lrf%‘?e Phdhenpagnedse g’%_ Tth@eshﬁ;@t 3sheldts hpad-sosding
boant sy Press DGl BRSNS IO LS 2 o0 S0k Hembnisne Bacargs ©
def de i - i h i id f
Cheome eal AP AP PAERS R BRES PETHE ISR o he SRR s oo o6

i's ther eé@rtﬁeaﬁh%@@ﬁfaﬁéf%@&&ﬁrbﬁgtﬂd%(ﬁf the linear fastener to the
| ength, which is identical to the width of the sheets of plastic film

material, and the step for 20 bonding the fastening nenbers for the |inear

fastener on théni tneriewefacesiofed kensbaebs0freplastile fddwagmsesaal are
essential to the method for manufacturing the above-nentioned reclosabl e

packagi g epigiear| istoveménexiengs coegsingushf freimentye magebedgestf itgked. | n
general ,. the recl osabl e packagi ng bag has so snall rigidity that 25 the
recl osabl'lleeatp%?ﬂiﬁei PRY Uy doGaidiag Wh §he e ec siskeent she anaior bbg eody bo tthd  as
mer qhandéft%rieﬁg% o%lt%% egat%gglgd p%l%% \gcgt:inTchlJEn Itll‘\llt\el%lérll;l-':lg;lide of the main
bag body. Consequently, each of both side portions of the main bag body
has a thickness, which is identical to the total of the thickness of the two
sheets and the thickness of the fastening members. There is required
enough pressure and quantity of heat by which the fastening members can
15 be melted and deformed, when applying the heat-sealing process to the
opposite sides of the main bag body. A required period of time for the

heat-sealing process is therefore extended.

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

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

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

for manufacturing the above-mentioned reclosable packaging bag.

Improvement in processing efficiency may be restricted.

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

as merchandise in a stacked state.

SUMMARY OF THE INVENTION



An object of the present invention, which was made in view of the
above-descri bed problens, is to provide a recl osabl e packagi ng bag and a
met hod for manufacturing such a bag, which permit to reduce the period of
time for process and inprove the processing efficiency. 5 Another object of
the present invention is to provide a reclosable packaging bag, which is
stackable. In order to solve the object concerning the period of tinme for
process and t heApmndgestsoidiepfesHdranayensdione ehiosablaspaakadhngelagr @fe t he
present invention conprises: 10 a main bag body having an opening portion
and at |@Beve-grecrihedtpreddens, portoipoyidnd raclasadde phakbeies bagoided on
sai d opening gortion of said main bag body, wherein: 15 said |inear

f ast ener MESNBH 0T deANBfaFYrE8 gushchbag, potichaperonitstel teduns thdagrisddy by
an insertflﬁtgﬁ}ion nmol di ng.so as not to extend to said heat-seal ed

0 L RTOCESP S D UPPIOVE ha§ RIeCEsHRBFdHCHR@ach of opposite sides

porti ons:
of said main bag body. 20 The heat seal ed portion may be provided on one of

a paisr of oppgsi i Ln, bag body.. The heat-seal ed portion
may be provi deﬂ%&ga&@g?ggggﬁ%%ﬁ%éﬁt H%%f%“%‘ﬁésotp %IQV&‘E%Q Fecﬁpsgla osi ng
faces. Thecrashesah) eyRAGKAOL may conprise a sleeve, which is 25
pl aced iIE]@Csaeiﬁ% %&i N bag bog:g 1{7‘%: ee% a prescribed shape thereof. -3 The

sl eeve may be fol dabl e.
In order to solve the object concerning the period of time for

process and the processing efficiency, a reclosable packaging bag of the
present invention comprises:
10 a main bag body having an opening portion and at least one
heat-sealed portion; and
a linear fastener provided on said opening portion of said main
bag body,
wherein:
15 said linear fastener is provided along said opening portion of said
main bag body by an insert injection molding so as not to extend to said

heat-sealed portions.

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

of said main bag body.

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

opposing faces of said main bag body.

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

said one of said pair of opposing faces.

The reclosable packaging bag may comprise a sleeve, which is

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



The sl eeve may have a pair of projections each having a triangular shape,
said pair of projections being capable of comng into contact with a
bottom of said main bag body and being foldable. 5 The sl eeve nay have at

| east one bendabl e reinforcenent flap, which locates in a vicinity of said
opening portion of said nmain bag body. The sleeve may have a detachabl e

sl eeve portion that is accessible when the recl osabl e packaging bag is
opened and whi chSwilevgenayerfolda®e.es the. sleeve to relax from said
prescribed three-dinmensional shape. 10 Finger-holes nay be fornmed in said

det achabl e sl eeve rtion t facilitate its renoval. The main bag body may
be fol ded int oegh%ggesﬁgﬁrﬂéﬁq%vfp%;pa%a PRRICCHPRS fRG B ER NG 2 AHRDEING easi | y

A e
mal e- f aSb@ﬁbﬁQg%ﬁRﬁh?ﬁ%@&%%@@ éﬁﬁr%gﬁolﬁtﬂgsai d easily bendabl e

portions may conprise ortrons, are Tormed by renoving
partially said feral e-fastening menber and sai d nmal e-fasteni ng menber. The

flat Sportions e i camdy ildoe seakhly JRaMendedld Rddrbaiknt2ageal i ng
means bei ng capable of comng into contact wwth each other to seal a space

bet ween whidh {oGiteponta vitdnityhe swdropagngoshrtiay ohayri ataineBas Hodg. st opper
portion for positioning said sleeve. In order to solve the object
concerning the stackable property, a -4 reclosable packagi ng bag of the
present inventilol 8l66PEiNBes hayermidatachpodietr/partiam tbpens aAgegsmiblieon and
at | east pne heat - sea{jed go&ti on; and )

when the reclosable packaging bag is opened and which when detached

enables the sleeve to relax from said prescribed three-dimensional shape.

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

facilitate its removal.

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

folding of said main bag body.

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

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

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

a space between said flat portions.

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

positioning said sleeve.

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



a linear fastener provided on said opening portion of said main 5 bag
body, wherein: said reclosable packaging bag further conprises a sl eeve,
which is placed in said main bag body, said main bag body being fol ded
into a prescribed three-di nensional shape defined by said sleeve so as to
keep 10 said prescribed three-dinensional shape. In order to solve the

obj ect concerning the period of time for process and the processing

ef fi ci entyclosametrrkaging temgof slea tore sereininvem tidrocompmideaxct uri ng t he

recl osabl e packagi ng bag conprises the steps of: formng first and second

| i near fasteni gy Mehibdrag dwdy havieg i dedpasngoporiion ahdaatHeest ohefilm
material by an jnsert injection nolding so as to be spaced from each

ot her, sBFY-Peale RWdiQucRMd |inear fastening nenbers being engageabl e

wi th each other t.0 fo%nl | i near fastener; folding said sheet of film
materi al havi nd Eﬁ&rf?FgFuﬁhHrQQQGadODI$ﬁga9p?%%¥%ﬁpﬁ%0%éﬂb%?g'ﬁﬁﬂﬁed
thergon-ﬁ WA, SO that said first and 20 second |linear fastening nenbers
can engageew th’each other; and heat-sealing each of opposite portions of
sai d sheet of fjlme;paterial thus folded to formside heat-seal ed portions.
In order to solve the object concerning the period of time for process and

t he processing sgfid retRREYIe ﬁ@@kﬁgfng'@&@?ﬁrmert&ﬁnﬁfi%§§'&tsle@@e,ixﬂMFdefson for

manuf acturi ng the recl osabl e packagli ng bag conprises the steps of:

cont i nuopiskcydfior sai rhairstbanhosigs add! imear bhA@BRn MGinEbRIE! 9 a
prescribed position of a rolled strip of filmmterial by an insert -5

i nj ect i direseridiedgtiamseagdimonbwrsyl adetbd definedchy cdiérslesa dofas s¢ kaegp second

10 said prescribed three-dimensional shape.

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 sajd sheet of film

material thus folded to form side heat-sealed portions.

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

process and the processing efficiency, another method of the present

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

continuously forming first and second linear fastening members

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



| i near fastening nmenbers being engageable with each other to forma I|inear
fastener; cutting said rolled strip of filmnmaterial into a separately 5
i ndependent sheet of filmmaterial; folding said sheet of filmmateri al
having said first and second |I|inear fastening nenbers fornmed thereon in
two so that said first and second |inear fastening nenbers can engage with
each other; and heat-sealing each of opposite portions of said sheet of
film 10rgettonahoiding soohslén besfaren Sodechelavtlseqlsedd fiost aadssecbinel | i near
fastener _may continuously be fornmed on said sheet of filmmterial so as
not to eblfiead astesung meanbsesmlmingoengageable nwithderchootuivéo tihenolj ect
concerning the period of tinme for process and the processing efficiency, a
further BAGAHESIRBERod of the 15 present invention for manufacturing the

recl osabl e packaging bag ., conprises. the siteps of: folding a single sheet of
filmmaterial G g t%aqﬂr é‘ﬁﬁgé & thigh-Of Jilﬂgdm%?ﬁagaﬁl%@y, seRfp@telind
oOppoi t i s.10f igh have nqt as vyet been joined with each other;
20 f%l dﬁr??eg%blgi%%gosr qeé\rgs}fgpgé?@r h joined nain bag body so as to be
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of bent portions i1n~a linear-fastener hi'ne; “conti nuous

form ng linedr sastenee@ndebi Heay 1§3868 NG HB ML R0l 86 tl’%@ &illl Ne@r ahast ener

on inner surfaces of said pair of bent portions of sal mal n body by an

insert isgoecid bneapfakteging esprdidrealan eegssaidiintycappaghke; agilde edges
thereof; and heat-sealing said opposite side edges of said non joined nmain
bag heat-sealing each of opposite portions of said sheet of film

10 material thus folded to form side heat-sealed portions.

The linear fastener may continuously be formed on said sheet of

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

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



-6 body over their entirety. In order to solve the object concerning the
period of time for process and the processing efficiency, a still further
anot her nethod of the present invention for manufacturing the reclosable
packagi ng bag 5 conprises the steps of: folding a single sheet of film
material in two to prepare a non- joined main bag body, upper and | ower
edges and one of opposite side edges of which have not as yet been joined
W th eaCﬁOQYﬁéﬁfth@MWﬁHﬁf%WCut-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 no Ij oi ned main bag body so as to be separate from each
other to form dPpaFFCioftonBRiFe ptie idHEct sargetmisg thpoperigAsohdimagiod | engt h

' I h.of. id .cut- . ' id f b '
por 1 ondbses e PR Taion Rifcifsy” 45t RREhGY aBBkes hnsHRPg 9P ng
fist d.li f ' rs f | i f [
curf aced oo on: 4 bareon; Wonbiab ERERE S Bl PAbTTE: s Ehre b gEbody by

an i gserdorhpigetitge gfebgidir_g, respectively, excluding opposite side edges
t hereof; and 20 heat-sealing said | ower edge and said one of opposite side

edges of sai dfelding ai redgleasRedRef IREY MY &ridiNG] twentd r;%gaf‘é‘% non-
heat -sealing only said upper end of said other of said opposite side edges

of sai djabred ohaied bagebodpag pedyand niosrdecdges s@ldventhel eppesitecsgaeer ni ng
the period of time for 25 process and the processing efficiency, a still
furt her edgssmdrwhigthbavematias yer beentjoinademtittonatbothanuf act uri ng the
recl osabl e paclﬁgi nlrunrgg lglacg‘,gut-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 (_:u't—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



conprises the steps of: placing opposite edges of a single sheet of film
mat eri al one upon -7 another and heat-sealing overl apping portions of said
single sheet of film material over their entirety in a |ongitudinal
direction to forma heat-sealed portion, so as to prepare a non joi ned
mai n bag body, upper and |lower ends are opened; 5 folding said non-joined
mai n bag body in a flat state so that said heat sealed portion |ocates
apart frenmooner afdoppas st«lisg decedgasngfp@aichs oPsajdobiede Fricat bagilhody by
a prescribed distance; form ng cut-outs on upper ends of said opposite side
edges of mafcaial pyar fla¢ined tinetyniladobgitydingl dokdiiog togpen pbeht-ceslicf sai d
non-j oi ned nain bag body so as to be separate fromeach other to forma
pair of BEREOROBPi ®h0 REPErH pbéyon-rinedonsinavag oyl srigper esdr bspondi ng
to a Iengta of said cut-out; placing said pair of bent portions in a

| i near - f G8P8MA8F R Ei%g nmachine; 15 continuously fornming fist and second
l'ine fast eni enber.s for . a linear fastener.on inner surfaces of, said
pai r%(r)f bent pgr%%%%gsac}a %%?HOHH%L “il%’i%@agr%‘f?/ Bag Iltg%liﬁ 3 sthihalapid
injectio Elo j i i Si: e s _t her.eof;
and heat ?ggglg?%%@ap Pgév\%r? qé%gé%?p%gtixﬁjo#gr??j% o?ﬁggg ?rélle[ﬁ %§§ %Cg%f? %ﬁ/?ﬁld 20 its

ent i 1 et ynandioliedd re@dl bag trkyhsal fralpflePlliaRtesal d opposite side  edges
of said non-joined main bag body. Tn order to solve the object concerning

the period of tformifigicutpieeess waiskridied Prosgrsbptosté kidepdyes af siidl |
further another nmethod of the present invention for manufaciuring the
r ecl osabhienpadkehimmainbhgg body;

10 folding upper portions of said non-joined main bag body so as to
be separate from each other to form a pair of bent portions, said upper
portions having a length corresponding to a length of said cut-out:

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

15 coniinuously forfning 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



25 conprises the steps of: placing at |east two sheets of filmmaterial one
upon another to prepare a non-joined main bag body, upper and | ower
opposite edges and |eft-hand and right-hand si de edges of which have not
as yet been joined -8 with each other; folding upper portions of said at

| east two sheets of filmmaterial so as to be separate fromeach other to
forma pair of bent portions; placing said pair of bent portions in a

| i near - f asttenachmihdrng 5 nachine; continuously forning fist and second

| i near fastening nmenbers for a linear fastener on inner surfaces of said
pai r of bent pdeldiggsuppesaiadtiomsnof shidedt hexist tvay shoets by fiam mseritl
injection nolding, respectively, excluding opposite side edges thereof;
and 10 h8a@Ss@aPf s§Pasre frewe cashgehgadodaran fafair BARGNAMDIEIONS - hand  si de
edges of said ggn-hﬁéned mainb body over Lheir_entiretg. The net hod may
further conpri SEACHE AP BRI RE S NGORIQNE die 8f HReagdapiangTampHel i bed
shapeg of }1n93in bag body thereinto, after conpletion of the final step.
15 The nethod may further conprise the step of placing a sleeve for

gab body BRI £~ BRSOk PP O o R B TR R e T SR e B
FIG 2 e A en i Tostiat ner e T nasr lendg ol Do LoraBhs Ghra o
packagi ngohggirasi shaim bag Blody by an insert injection molding, respectively,
excluding opposite side edges thereof; and
10 heat-sealing said lower edge and said left-hand and right-hand

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

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

~completion of the final step.

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

gab body.
BRIEF DESCRIPTION OF THE DRAWINGS

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

20  bag of the present invention;

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

packaging bag as shown in FIG. 1;

FIG. 3 is a view illustratiﬁg 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



FIG 3 is aviewillustrating an exanple of the nethod for formng the

| i near fastener as shown in FIG 2; 25 FIG 4 is a viewillustrating
anot her exanple of the nethod for -9 formng the linear fastener as shown
in FIG 2; FIG 5is aviewillustrating the linear fastener, which is

formed in accordance with the linear fastener form ng nethod as
illustrated in FIG 4; 5 FIG 6 is a plan view of another enbodi nent of

t he recliosabhg thedtkemi frgptbagr ab dthewpriasEltt. 2nvention; FIG 7 is a view
illustrating the first stage of the packagi ng process of the reclosable
packagi ng bag of the present invention, in which the contents having a
rect angul ar pl atle- Shispe vaee ilestiatang theo lipear fasicnica, wihdehiislfasmedtinng t he
second stage of the packaging process of the reclosabl e packagi ng bag of
the pre rARPER ISR, thenlinpit frstener dormeng snediachgsdllvettaiag unak 1G.

pl at e-shape are received; FIG 9 is a viewillustrating the third stage of
t he packdgi ng process of the reclosabl e packagi ng bag of the present
invention, in which 15 the contents having a rectangul ar pl ate-shape are

roceved: 'FI G (18 i6 18 gl Lloti@Ling, & BAGKARERL AT Lioke. i chys

obtained by filling the recl osable packagi ng bag w con havi ng

the regiangha H&g%ﬁk?é"%l?@s'erﬁ' ﬁve%ﬂt%dn% a plan view of another enbodi nent

of the reclosabl'e 20 packagi ng bag of t'he present invention; FIG 12 is a
schematic view of a sleeve used in the reclosable packaging bag as shown
.b n gﬁ 11; FI BIG13 iss eicpaillustrafigpspeditststigews thé patkapimgpaotesasi | y
endabl e

of the reclosable packaging bag of the present invention, in which the

contents having a rectangular plate—shape are received;

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

the contents having a rectangular plate-shape are received;

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

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

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

rectangular plate-shape;

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

20 packaging bag of the present invention:

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

packaging bag as shown in FIG. 11;

FIG 13 is a partial perspective view illustrating an easily bendable

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



portion of the linear fastener of the reclosabl e packagi ng bag as shown in

-10 FIG 11; FIG 14 is a cross-sectional viewillustrating an auxiliary
sealing nmneans provided on the easily bendable portion as shown in FIG 13;
FIG 15 is a cross-sectional viewillustrating a nodification of the 5

auxiliary sealing means as shown in FIG 14; FIG 16 is a schematic view
illustrating steps for manufacturing the reclosable packaging bag of the
present Fllwehtjon; FIG 17 is a schematic viewillustrating the other steps
for manufacturing the recl osabl e packagi ng bag of the present invention;
10 FIG 18 is a _plan view of further another enbodi ment of the reclosable
" packagi ng bag é?flgt-ﬂedfﬁé’sémsﬁ'ﬁ‘@@h@m@lnwew dlusigafingaapauxidiprermcatipgd vi ew
illustrating the stopper portion of the reclosabl e packagi ng bag as shown
in FIG Pfg,agﬁl%o" (fgnat %%\PH?Y PGBCERE RGTHORGS PRewt) ﬁh%b@ #Hé sl eeve as
shown 15 in FIG 18, FIG 21 is a viewillustrating a nodification of the

I h [ G, 20, FlG.22.i : ' iew illustrati
v PRl TN CH KM S e b M T PR S k- S
of the phessdly Sggliggv%@%grﬁﬁ ELGwr2dh k$gaperspective view illustrating

anot her exanpl®e o ottomtormation imethod used in the recl osable
packagi ng bag of the present invention; -11 FIG 24 is a viewillustrating

the bottom of the. @& iosabtigematic view illustrating steps for manufacturing

the reclosable packaging bag of the present invention;

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

manufacturing the reclosable packaging bag of the present invention;

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

reclosable packaging bag of the present invention;

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

the reclosable packaging bag as shown in FIG. 18;

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

15  in FIG. 18;

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

in FIG. 20;

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

20  invention;

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

present invention;



packagi ng bag, which is obtained by the exanple of the bottomformation
nmet hod as shown in FIG 23; and FIG 25 is a plan view of the conventi onal
recl osabl e packaging 5 bag. DETAI LED DESCRI PTI ON OF THE PREFERRED

EMBODI MENTS Enbodi ments of the present invention will be described bel ow
with reference to the drawngs. FIG 1 illustrates an exanple in which a
recl osabl e packagi ng bag 10 of the present invention is applied to a

sel f-standing tHifie Réclissablvéewpiitkaghngngoape Bueteeal fofsthadiagosyple

recl osabl e packaging bag 10 conprises a main bag body 14 and a I|inear

f ast enerpPackaging ,'Whad iholiaingdi sy coapasauplofofithe sbigens fafmatibm
material 11, 12 for formng the opposite faces of the bag and of a sheet
of fil mPktlrd &S sOWBrint B 48; 8RE 15 bottom of the bag. The |inear
fastener 15 is provided on the inner surface of the opening portion of the

mai n bag body T abov menti oned. mai n ba is prepared by
f ol di ng t he #i@t ‘Jt;'_?el?lar M %t‘élF?’VaP?fée&PI%‘(ﬁ& 1%}%& os3et B ?&’;ﬂp&ed

sheet f41m material 13 between the respective |lower portions of the
sheets ? Film20 material 11, 12 so that the folding edge 13a of the
fol ded sheet of film material 13 is directed upward, heat-sealing the

oppos! { TR, Br DETRATIGROENTEREF TR IRER h6biMeNd3 Lo orm si de

heat - seal ed portions 16, 16 and heat-sea ower portions of the
sheets of filmmterial 11, 12 to forma heat seal ed | ower portion 17. 25

The above- nent Eonbddihenats off tHé Iphegaherinabntibn #21 BS8 darRriydreglowf the
sane plastic filmmaterial. As such a sheet of filmmaterial, there -12

can be usiéh refrresxarpl headrawimgt.e film conposed of a pol yest er film
FI1G. 1 illustrates an example in which a reclosable packaging bag

10 of the present invention is applied to a self-standing type reclosable
packaging bag. The self-standing type reclosable packaging bag 10
comprises a main bag body 14 and a linear fastener 15. The main bag

body 14 is composed of two sheets of film raterial 11, 12 for forming the
opposite faces of the bag and of a sheet of ﬁlm material 13 for formlng the

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

of the opening portion of the main bag body 14.

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

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



having a thickness of 12 it m an alumnumfoil having a thickness of 9 it
m and a pol yethylene filmhaving a thickness of 50 it m or a lamnate film
conposed of a polyester filmhaving a thickness of 12 it mand a 5

pol yet hyl ene filmhaving a thickness of 50 it m The above-nentioned |inear
fastener 15 is conposed of a female- fastening nmenber 18 and a

mal e-fasteni ng nenber 19 as shown in FIG 2. The linear fastener 15 is
provi dedcal digy udesl dpre sixampledacfanninataafiimbegmpbsdg a4 aandlyitasera filmngt h
corresponding to a_value, which is obtained by 10 subtracting the total

wi dth of NEHEE? §eidkaissstial ed poran ghemisum 01l hewinge thickness O Atk of the

inb body 14 h Jn FIG 1. Content ived in th .
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par all e r.ef i ily bendable portions suc
as n&ch@@%%&%i%ﬁ%ﬁa& %%%b{e}ﬁ?kgfig%%\éﬁﬁgﬁg fast eni ng nenber 18 and
the mal e-fastening nmenber 19 of the linear fastener 15 in order to

facilitate sucltigehpov@irhentioheiNendagadibnks 138 fsocorﬂg%fsee‘ia&'éférﬁaleeduce

the thickness of the both end portions of the female 20 fasteni ng nenber 18

and t he fastenihgshenmingr h@mrel a ifaleoidwenindimemper 1 Dansshéwg inZFid.[2ist r at es
an example in which the fenal e-fastening nenber 18 and the mal e-fastening
menber 1Ph¢ higear drptanas LHrisgrrovidest abeng 1Be arernjingreed 06 thhenari hagag body
14 duri r@ﬁhe form ng process 25 of the main 21%3 body 14. The

fenal e- f Béﬁﬁn@ng'éh%%ﬁlfggahdmr@spm@gf%a W, is phtained Biyned t o
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entire width of the main bag body 14, as shown in FIG. 1.

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

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

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

portions.

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

25 of the main bag body 14. The female-fastening member 18 and the
meale-fastening member 19 are joined to the upper portions 11a, 12a of the

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



opposite side edges of the upper portions 1 la, 12a are not joined with
each other. Mre specifically, the upper portions | la, 12a of the sheets
of film material 11, 12, having the opposite side edges, which have not as
yet been 5 joined with each other, are bent at right angles in opposite
directions so as to be separate fromeach other. The upper portions | |a,
12a thus bent are placed between dies 20 and 21 of a |inear-fastener
mol di ng AEPAie siic edgowal the ApGer PorTibas, 1 ky,nt 2etire noesoinesustthamsach
polyethylﬁ?e resinis injected in a nolten state froma gate 22 of the die
21 to nmoPdiflg spaces 10 through runners 23, 23 by an insert injection
nol di ng. Consequently, the fenal e-fastening nenber 18 and the

mal e-f ast eni ng nber 19. are joined onto.the_inner surfaces of the bent
upper portions %F%,Spfﬁ %Cagﬁcﬁhe&pﬁq{éjqré%%lﬁﬁsﬁgﬁi#éhﬁ‘eﬁﬂfé?rtsP§ﬁé‘i@d t he
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illustrates an exanple in which the femal'e-fastening 20 nmenber and the
mal e- f asirenplagederdiercebddickal0 fadm 1 beallimearfastestenrildidy alRHigkred to a
sheet of filmmaterial 30 prior to the formation of the main bag body 14.
More spedhi@waairn WIG: hd f Smehe-$astheticngesienmbarhl18s apolytteylonkeresiasiseni ng
menber 19 are joined on one surface of the sheet of filmmterial 25 30 so
as to beTd§fdeddrapdreltepopréadrom: adataP L pbhe die Gto 4anoldingl siaes t he

she of .filmnaterial 30 tween dies 31 and 32 of a |inear-fastener
nol |bng tMcQ,Hfgher‘éﬂﬂeWﬂcht?ﬁgb%ﬁﬂ We$eTe eSO joRIdiagp ol YR $RAERE . esi n

the female-fastening member 18 and the male-fastening member 19 are
joined onto the inner surfaces of the bent upper portions 11a, 12a. Each
of the female-fastening member 18 and the male-fastening member 19 has
a smaller length than the entire width of the main bag body 14. More
15  specifically, both of them have a length corresponding to a value, which is
obtained by subtracting the total width of the side heat-sealed portions 16,

16 that are to be formed by a subsequent i)rocess, from the entire width of

the main bag body 14.

FIG. 4 illustrates an example in which the female—fasténing
20 member 18 and the male-fastening member 19 that form the linear

fastener 15 are joined to a sheet of film material 30 prior to the formation

of the main bag body 14.

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

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

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

molding machine and injecting synthetic resin such as polyethylene resin



-14 in a nolten state froma gate 33 of the die 32 to nolding spaces
through runners 34 by an insert injection nolding. The | ength of each of
the female-fastening nmenber 18 and the mal e-fastening nenber 19 that form
the linear fastener 15 is not identical with the entire width L of the main
5 bag body 14 to be forned, but has a |l ength corresponding to a val ue,
which is obtained by subtracting the total width of the side heat-sealed
por t i onsinlg, mofenhstatarfeomoatgate @d3red thy diesibsequehtingraeess, tHrowgh he
entire width L of the main bag body 14. Now, description will be given

bel ow of T RA@thed Pur anlpstahuhsectien ngoldiags el The dewlgihy of exd s athl e
packagi n b@g 0. First, there are prepared three sheets of filmmaterial,
i.e., theMYRessermng momber 48iand the male-fastening memher dfpdsttiermaces of

he main, bag body 14 he sheet of fil ial 13 for forming th
bot t om 0T RBCRENSERh ol 2ok IFBUPRLVIE HBCTUERE BRI rpnierian 15 f o
form ' hody 14 is folded in two. The.fol ded
oot or T I Hader 200 R AT AR IS e Binel % ARt 1 ons
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11, 12 and the sheet of filmmaterial 13"to forma. heat-sea ower
portion eiitireTwath Lhe thiepermipndidd bodyli4.a, 12a of the sheets of film
material 11, 12 having the heat-sealed |ower portion 17 fornmed at their
| ower edges are_ bent at right angles in opposite directions so as to be
separate from &6oh 2d8eseriptionThwillppee moven ortslowl apf 12a trteibodenforar e

pl aced bet ween dies 20 and 21 of a linear-fastener nolding nmachi ne as
shojvﬁ i figpglagiuring the seli-sanding reclosable packaging bag 10.

First, there are prepared three sheets of film material, i.e., the
sheets of film material 11, 12 for forming the opposite faces of the main
bag body 14 and the sheet of film material 13 for forming the bottom of the
main bag body 14.

15 Then, the sheet of film material 13 for forming the bottom of the
main bag body 14 is folded in two. The folded sheet of film material 13 is
placed between the respective lower portions of the sheets of film material
11, 12 so that the foldi.ng edge 1.33 of the folded sheet of film material 13 is
directed upward. A heat-sealing process is applied to the lower portions

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

form a heat-sealed lower portion 17.

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

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

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

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

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



-15 Then, synthetic resin such as pol yethyl ene resin or pol ypropyl ene
resinis injected in a nolten state fromthe gate 22 of the die 21 to the
nol di ng spaces through the runners 23, 23 by the insert injection nolding,
so as to extend on the bent upper portions 1lla, 12a that are placed 5
between the dies 20 and 21 of the linear-fastener nolding machi ne. The
synthetic resin injected into the nolding spaces in the nolten state is
cool ed i n t hes&Tepacemthasicarasas wuch dd@olwthlyéeriast€ni mgpolmirepylkteand

t he mal e-fastening nmenber 19 that formthe |inear fastener 15 are joined
on the i¢sER isunieded or at nwligspetaipofionoridcl gate, 222ef ofe tdie 2vita ey body
10 14, respectively. The length of each of the femal e-fastening nenber 18
and the 8 W%@ﬁwrﬁé‘&@eﬁ‘fﬁl@m@eﬁ%@i 83 thrersest Hugctiongaokhag, er
than the entire mﬁdta of b@e mai n bag body .14 bg the total width of the
side hedt 85X &EHBF: PBnLRG eils U Behiomppbtapdrd Snet 1aEaPlaced 1 or
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manner. 20 Now, description will be given below of a nethod for

manuf acttiei mgle-fabteedngirdenseal £d thypdoraciiesahber pasikaegr e hag ]-]'oiEieﬁSt , a
rolled strip of filmmaterial 30 is prepared. A part of the rolled strip
of fil mamtke imaneseurigvesofitheuappet pdrtites dfirgm24 of phaceain bag wedy di es
31, .32 of a linear-fastener nolding machine as shown in FIG 25 4. Then,
syntfet i & respsceiyely- asT o lsrgHy péracheal the demgledasteningamember 18

and the male-fastening member 19 is previously determined to be smaller
than the entire width of the main bag body 14 by the total width of the side

heat-sealed portions 16, 16.

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

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



nolten state froma gate 33 of the die 32 to nolding spaces through -16
runners 34, 34 by an insert injection nolding. As a result, the fenale-
. fasteni ng nenber 18 and the mal e-fastening nenber 19 are joined on the one
surface of the part of the rolled strip of filmmaterial 30 so as to be
separate fromeach other. The |length of each of the fenmale-fastening 5
menber 18 and the nal e-fastening nenber 19 is snmaller than the entire
wi dt h L Binnpes gdi, Bddy bodynstdt byjechient otdtivg. dtAs of reheltsilde fheatleseal ed
portions_16, 16. The rolled strip of filmmterial 30, which has the
f emal e- f Esteningmarhsed 81@ndnbctnalaviasienisy ammbendbere DIngdiomethe

ne Cto a length L corresponding to the

thereon, is cu Offfﬁéo al ong | [ .
entire Wt FHUtAEhe Frp%rég‘)fbgbfil relied Stpp pofivedmatieiad (0 shedt tofbd i | m
e A O sBEL LS PR RS SR e oty
mat et al 3 bs: 160l dedin 0 calangob e ST IBYi e ing, so Lhat, the

femal e-fastening 15 menber ant%%lﬂ T e_—ef age%i r%an%rng%?n e_e‘?{btérgee with
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~of the sheet of filmmateria i ch has been I'n tTwo, orm
side hepgdrtéead ed, pertions 16, 16. The three-side-seal ed recl osable
packaging bag is prepared in this manner. 20 Now, description will be
gi ven bel ow of a nethod for manufacturing a four-side-sealed type
recl osabl e pacKdyi rajidshgtripof §im maveshbdd swhfic Haw thet feriall-fhbterdidgf or
form ng the opposite faces of the reclosable packaging bag. These sheets
of fil mP&iEr¢lalSiand the madefpaingnacupeer aRgoired theheon - iseallt n§f
proggss i.s_applied.to the 2 Lower ortions of the sheets of filmmaterial
@2 tHOoPg 4 ine Giara fength L corresponding to the entire width of the main
bag body 14 to be formed. The cut sheet of film material 30 has the
female-fastening member 18 and the male-fastening member 19 on the
opposite edges, as shown in FIG. 6. The cut sheet of film material 30 is
folded in two along the intermediate line so that the female-fastening

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

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

bag is preparéd in this manner.

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

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

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

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

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

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

sealed portion 17.



seal ed portion 17. -17 The sheets of filmmaterial 11, 12 have the | ower
heat -seal ed portion 17 forned on their |ower edges and the upper portions
| la, 12a, which have not as yet been joined with each other. Then, the

upper portions I la, 12a of the sheets of filmmterial 11, 12 are bent at
right 5 angles in opposite directions so as to be separate from each ot her.
The upper portions | la, 12a thus bent are placed between the dies 20 and

21 of the |inepiie fdsdetnest mdhdimgtaraghiline B3 Isd@whenidwdd hdat-Faaled
synthetic resin such as polyethylene resinis injected in a nolten state

from t hepgstien 227 édrrnbe odi ¢heir bovarhedgad dhdgtlspapesr tjdurtoghs 110, 12e,
runners 23, 23 by an insert injection nolding, so as to extend on the bent
upper powtiighshave qot12a yefabeaneigihadewithetodebnotiver. diBser20thndippenf the
| i near-fastener nolding nachine. As a result, the femal e-fastening nenber
18 and t ReThpe-flest bAi i WenbBectoohdidy snasdiadnl bhé2idnsebent gt fraglels of
t he nt upper. portions |. la, 12a. The |l ength of each of the 15
f emal e-f%ggﬁi WBOHBHE‘EF BEGHANF R REI Q- g%%teé’ﬁ‘irﬂ& %@@C%?QO?@T' pri&f ousl y
determn : I e.entire w dt he. tmain b b 14 by
the tot aﬁg%kid)tp%?gﬁ Htghiefés’i }dggﬁ_}elgﬁ@-%%%ﬁ 8 Bﬁ%ﬁ%ﬁgﬂ%ﬁn P%‘? dﬁ%age%rtlg%per
por L1 onsof (H@1int2A thSFerldtanBHDRGBAAK AdsBoen I REEd 0ne upon anot her o
nber wth the

that the mal e-fastening ne engages emal e-fast eni ng

menber 18. A heat-sealing process is applied to the opposite side portions

of the sheets dfhdn, symmictid aésihlsudB 49 ﬁo@jﬁéﬂl&r%rﬂae rbsiat rsSRgket P/ td ons
16, 16. The self-standing type reclosable packaging bag is prepared in

t hi s manmedterFs@te ool thisgatt 88 of fhacémg2d tarthiechne]diny sfades tihbaighed by
filling a 25 reclosabl e packaging bag with contents having a rectangul ar
pl at’é- shierunners 23, 23 by an insert injection molding, so as to extend on the
bent upper portions 11a, 12a that are placed between the dies 20 and 21 of
the linear-fastener molding machine. As a result, the female-fastening
member 18 and the male-fastening member 19 are joined on the inner
surfaces of the bent upper portions 11a, 12a. The length of each of the
15 female-fastening member 18 and the male-fastening member 19 is

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

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

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

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

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

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

packaging bag is prepared in this manner.

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

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

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

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



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 plate-shape received in the bag 41. Receipt
of the contents having the rectangul ar plate-shape in the three-side-seal ed
recl osabl e packagi ng bag 41 deforns the bag 41 into a rectangular
paral | el epi ped. as shown in FIG 7, which has a side 5 corresponding to the
shape ofOfﬁgeé%ﬁ%éﬁ?@@gﬁﬁeﬂﬁﬁﬁa%%gkgIdapbﬁbﬁ@ﬁImtehhelbadbehthhLincludes
the side heat-sealed portion, is deforned into a flat portion, while the

opposite faces gf t.h expand outward. As a result, the width of the
upper portion 4@6%‘?113?ﬁg%ggf‘%ﬂ%ﬁﬂt%gﬁw%itéﬁ TEREANEHar thate-shapgrinf @ ener
15 and t igh .t t not. cone, is. la r than 10 the w dth of
the | oweéhlxggr %LIBS n&%}lg? ﬁlg%g)eﬁ%gggr@&%%% Ragat lt‘ﬁ‘u%%%ﬁeﬁle é&gt‘i]' iﬁnﬁ‘? a
proj ect srddiQALhLNG ahOMAY l-onegd. f orti insthe wdth directjon of

t he bag. Thgﬁﬁpper port i éﬁl ?5801‘3% héeﬂ(ﬁ‘ﬁﬁeelgsi%gg—‘sgal AR clht?ssabgllesxfe
pack&gi ngpivagpdadirg t@kHedhalpener tHecsRRe tshot ! t 15
contents as shown I?gn FIG 8, p?n or de? to g'r mﬁ#lﬁgi%og%iéég%@%gﬁ Pc(ﬂg[hfo

havi ng thegreticngucbrdshape e shownsddled | fartib, iShEPPRRSI 118 oShde: edges
of the upper portion 42 thus folded project fromthe above- nentioned fl at
por t i on POt WhileHdesopposicalacsabiethebagieapantheu twan] .eCAl ROradeit i on 43

i s bent ownv&rd ao as to be in parallel with the 20 vertical side plane of
the cont'&ift VG ehbh upperimgrtion 43 aftths defosnedibag whidf exdhdestthepr ovi de

an easi | endabl e rtion such . as notch on a portion of the |inear
f ast enerlYT%,I %ﬁ%ﬂe’g gﬁﬁ ge otr‘i’d‘é’htlgj :ﬁlﬁe‘l"mtﬁ@tﬁ idfenoj|comee wisi engenshan
projgct i i ihs..t.o be bent hus, perm ttj ng an _easy bendi ng
process o% ?ﬁ%{%%& fe% ilﬁ\gegop%tbqp pecl %he de@ormed {)agg so that the upper
portion 42 projects from the above-mentioned flat portion in the width

direction of the bag.

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

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

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

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

easy bending process of the projecting portion 43.

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

FIGS. 11 and 12.



25 Now, description will be given below of the recl osabl e packaging bag of
t he ot her enbodi nent of the present invention with reference to FIGS. 11
and 12. -19 The recl osabl e packagi ng bag 50 conprises a nain bag body 54, a
| i near fastener 55 and a sl eeve 60. The main bag body 54 is formed by
folding a single sheet of film material in two so that the folding |ine

| ocates downward and heat-sealing 5 the opposite sides of it. Mre

specifically, tie redlBshpl PAdVaSifass 80 QREPHREs 2l nihe HRPBHAPSHLL ion and
t he heat-seal ed portions 561? 56 %Ingt he oppos?te sides. The Iinj)e)ar’ ast ener

55 is prbuesebsitnag Sthendpesidgege@O.t he main  bag body 54 in the sane
manner as in the enbodi nent as shown in FIG 2. 10 Mre specifically, a
mal e-fasteni ng nmenber for the linear fastener is formed on the inner

surface of one B8t¢ tnoppgdiatty péris wrsadi bysDliding hesinghesheef of ifilm
material for formng the main bag body 54, in the vicinity of the opening
t her eof , @@ g! e FEPSY %ké&lteﬁhmﬁﬂg’érgahﬂefl@eamedwn@@rdf &reatt-scadinigor med
on the inner surface.of the other of the opposing . portions 51, 51 15
t her 8of . WFhEPREPIEE HACT é’&ré -e-V&LE Sh 19%&34&? FHHDt RS DOoRlyaps Rt 8Rer 55

et L soarad ng e Die BpolSron L I0E st T R Or oo e rkFer  al

such as (p%ﬂ%ite sethetic resin or the like. The sleeve 60 is conposed of a
pair of 0 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 ftenlinant fag@helas® iPProvansl Glmg 6RO oMeingamhiet Relinand
have projections 60cx, 60dx having a triangul ar shape, respectively. The
front 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

25 are provided on the portions of the sheet of filn 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



and rear face portions 60a, 60b have the sane rectangul ar shape. The 25
side face portions 60c, 60d have the sane pentagonal shape, i.e., the
shape obtained by conmbining a rectangle with an isosceles triangle

| ocating belowit. Each of the side face portions 60c, 60d has a folding
-20 line FL, which is fornmed in the central portion in its width direction
so as to extend the longitudinal direction, as shown in FIG 12(a).

Accor di nghg FL, teickl iedeaned imash chesretrihpot tioe én diswidtihodakctbnuet 4 & as
shown in FIG_  12(a) and be folded in a flat state as shown in FIG 12(b)
by bendi @&¥tetidetise dpagithidérab ditccsins,6as sheoth dhoRlGt HE(dol dicupringy, FL of
the side face portions 60c, 60d, whi|le noving the folding |ines FL

out war d. (Bthelesve &L TRY hare die hinespiimensipasf statetuge AshewshiawhlGn FI G

o1 0] et | DAS) 301 DCaSCR e A oo eaR RO EN Y RUCDO BPBTOR HMefHE bag
10 b i f the slee i ch i d i
the i it bofy aah ool PRe AL enBinhdi i B b d e SR T 6
12(a) c §oﬁ§160696%9?ﬂ%ig.«g?%%‘gég%@ﬁﬂgﬁfg]nﬁgtﬁ(}ﬁgggﬁﬁ?das shown in FI G

16(f) (although the nmai use nent as shown in 15
FIG 16(f) differs fromthe main bag body 54 as shown in FIG 11 in the
former has a siTgl eldeeatoeahech poNidth. tHfSHel fast akeshdhg iBeFiG.
st andi ng shape can be provided by bending i nward the projections 60cx,
60dx of thid)sivenscBedt oget hiee miaih bhe i Sdagoboisyt e Jewdcs efl @sabl e
packagi ng bag 50 can be changed into a stackabl e rectangul ar 20
par al | el RIS glEORy SPsHd ONg % trengpipép qesvtacbmstiothe hettminroiag edy tBg as
sho% |nb(§é (? 8, 9 and 10. The linear fastener 55 is also bent so as to

1¢h dePUWX Rt

coi he

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 60c¢x,
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, 5% as shown in FIG. 13 so as to facilitate the above-mentioned

bending operation.

The linear fastener 55 has the fernale-fastening member 58 and



rectangul ar parall el epi ped shape when bendi ng the upper portions of the

. main bag body 54. The linear fastener 55 has easily bendabl e portions 25
58a, 59a as shown in FIG 13 so as to facilitate the above-nenti oned
bendi ng operation. The |linear fastener 55 has the fenul e-fastening nenber
58 and -21 the male-fastening nmenber 59 in the sanme manner as the

enbodi nent as shown in FIG 2. The easily bendable portions 58a, 59a

conpri settd atale fastdring, mehicdr 80Enf ich@inBYMEBRRY IRG e dihddi®s
femal e-fastening mnmenber 58 and the mal e-fastening nmenber 59 in the bending

por ti onssh&wh. g FIChe2 poThicoassitorreesizindi pgrtiond B8aympes cedgpsiseffldthe side
face portions 60c, 60d of the sleeve 60. Accordingly, the easily bendable
port i onsP®HYENS, 59 dihAsaneifoheed dyalrenories iargiadyr thenfemoalenfdstemimgagi ng
portion, which are provided in the other region, and has only the flat

pl at e poPErRPETr PP aBd thfemralsridsherisidomenbeb&Mdirdbel hending pasthaensast ener

55 wi.t haut causing 10 unseem y outward projection of the bent portions,
hus Ppr ovi-di 1 P9 HPBS-CHEGKR K kAt BPPRE CARGHPAFNG AN TAACSTONSS hape

f th | kagi pg bag. T il vy _bendabl i
i ted Gy PE8 o nbCREEOH B, o dfopdigiFy kad S e BRF P S BRadren
' _ ! _ .
ber art o B hediciph o felile fo it iin 60 ifRASLIY orRle Wi
femal e- fast gfyvidedentiele SthantgidNeanBsd 8aLEMOGRRE! pafiohNU% is

facilitating the bending step. The formation of the éasily bendable

por ti onghgBeforb9moswible o Hdrel dasiigh g pokhi dastcafert BE Witheart fassieger 55
will suffice. The easily 20 bendable portions 58a, 59a do not renarkably
det Pi oriiecarhly ssawiang proopeity dfythehsedi periot astleneprésidingveenére- when
there is a demand for '
looking stackable rectangular 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 bendabie portions 58a, 59a with auxiliaj*y
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



an excellent sealing property of the recl osable packaging bag, it is
preferable to provide the easily bendable portions 58a, 59a with auxiliary
seal i ng neans 58b, 58b, 59b, 59b as shown in FIG 14. 25 The auxiliary
seal ing neans conprise a pair of ribs 58b, 58b having a triangul ar
cross-section, which are fornmed integrally with the flat portion 58a for
the femal e-fasteni ng nenber 58 so as to project toward the -22

mal e-f as L fg;mqr i o i N | ar
Cross- se%ﬁ%g,gsv\hl cﬁ n&?%@&?ﬁﬁﬁl%ﬁgﬂfg%ﬁ??bf é%%ﬁ%%h%ﬁ%ﬁbgg%uf or

the mal erdsast@ntidig \Wﬁﬁ@l@hré%ﬁﬁeéﬁnft@gr%ﬂ}éd ®ah tRwaatpbbgohen®l axf@st eni ng
menber 58. The tip end portions of the ribs 58b, 58b tor the fenmale 5

f ast eni noatefhsterhigeorenbet Greotasttowhtdiettheowhnd ehd fentlicofstehirighe
ribs 59b, 59b for the nmal e-fastening menber 59, respectively, so as to

i nprove wWeenbenlSthg Thopgy tendeontienst b the atbpdidh,0n8b58a, tHEx9demiatet he
sealing state of the linear fastener 55, i.e., in a state in which the

mal e f ASSERRING MATHBEr 5B 6aGay éstavcontatiewignihe timsnehpagtinerisdrtiss. 10
The projecti hei ght of the ribhs 58h, 58b and 59b, 59b are substantially
i dent i cal'Ri gﬁbhgg% %‘?r the Bebthasicning MeRPE. Ple diesPRGLVISr tS00RASIP t he

f | e-f i nb 58 d. hal f. the hei f th | e- i

borti on P S SRR e RraRcr bt okt e BrotPgs SRHERNA R | hese
i bs 58b 5 i t h il . i

:)Irogs)ertys%%ﬁ%g%gs?$§h%2ﬁl§a I%%%%r‘%it §§|é(?%g’a§1 %ggt_aet%ﬁig %Pﬁééggg%g% and

59b, 59bfzase SRPMhenibE} S0 dod QLA hAferhlle-REBRAME nfihSkded rom the

opposite sides of the fermale-receliving portion of the fermale fastening
menber 58 and the opposite sides of the male- engaging portion of the
mal €40f ast eni ng Thenpeoj&adidy keighesef ithe dibst 886¢.5820 &nAvESbprodil drfee ribs
58b, 58b and 59b, 59b in the vicinity of the fenale-
substantially identical with half of the depth of the female-receiving
portion of the female-fastening member 58 and half the height of the
male-engaging portion of the male-fastening member 59, respectively. As
a result, these ribs 58b, 58b and 59b, 59b do not deteriorate the easily

15  bending property of the easily bendable portions 58a, 59a.

The ribs 58b, 58b and 59b, 59b as shown in FIG. 14 locate so as to
be apart outside from the opposite sides of the female-receiving portion of
the female fastening member 58 and the opposite sides of the male-
engaging portion of the male-fastening member 59 by a prescribe distance.

20 Provision of the ribs 58b, 58b and 59b, 59b in the vicinity of the female-
recetving 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 59¢, 59¢ having a trapezoidal cross-section, which
are formed integrally with the flat portion 58a for the female-fastening

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



receiving portion and the nmal e engagi ng portion nmenti oned above permts to
ensure a further excellent sealing property. The above-nentioned auxiliary
sealing neans are not limted only to the above-nentioned structure. As
shown in FIG 15, they may 25 conprise a pair of ribs 59c¢c, 59c having a
trapezoi dal cross-section, which are forned integrally with the flat
portion 58a for. the femal e-fastening nenber 58 so as to project toward the

mal e- f asPaHi W' iRE MR BH BAUIng a-appapidabrresphsesden, s9ucharengraed

bort o BBseFUR RAET RN 25 ATHRR SR SbIe Bunleg agtn ng prG} et S SRR ¢ he
the 11 bt br ol TRERRL B (RallasEaRRe St Pntb B sHE e s o act
ol o- f nst BhPn SEcE bR s Bl LBD0cfls BT, 880010 fhe R e e liGning,

pr opér t yreetMee B st berdd BltopeshiRswiBatho 1&»?# %%rféc%ajpbf'@oﬁé Yr&raf the
e nual e-

| i near fastener 55, i.e., in a state in which asteni ng nmenber 59°

engages mbsh594eSDentrretd @shaly-NgsteRIME mbAbek0SHOWesHESEFAIP! isgnawidyl be
gi ven bel ow of a nethod for manufacturing the recl osabl e packagi ng bag of
t he ot heimerdyedimemealidgspromady dbaiveceol thadlqy peetitns &Nt 504, id e
manuf act uri ng nmet hod. of the present invention conprises a preparation step
for a noWdlgighethtferintibadingsaiastaner packagi ingabsigte dn whichpoke trnate- '
adj ust ment and fol dit?% gbe , a cutting and bending step, a linear fastener
form ng SPEJINE HERDG ierpﬂﬁaﬁeépwgﬁd fraaleetasiering BierabepS8. The
preparation step for the non-joined main bag body is carried out by

e sheet of filmmnmaterial 70f ope upon

‘plagphng the oppggite f _a si.ngl
anot her and heat-s’eafjlsgglsipglgnovg}#ﬁap%? NG BIt t iBHWof O ha sHEEhody
manufacturing the reclosable packaging bag of the other embodiment

described above of the present invention.

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

~ lastener 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



20 their entirety in the longitudinal direction to forma heat-seal ed
portion 76, thus preparing the non joined main bag body having the upper
and |l ower openings (see FIG 16(a)) The position adjustnent and fol ding
step is carried out by turning the non joined nain bag body in its
circunferential direction so that the 25 inside edge of the

above- nenti oned heat-seal ed portion 76 is apart fromthe one side edge by a

prescri bgt #idtaeceme dideantelMdidigedt dinna dikate éga&ﬁg Ig%ggs'éhﬁn &(b)).

The distance "d" is substantially identical wth the -24 the width
of the ssldevd-amsemint isoep,60¢el, ehetlbegtl eEvEs GBowig IFI1GS ngi in the

sl eeve-insertion step, i.e., the length "L" as shown in FI 12(b). The
cutting and bending step is carried out by formng cut-outs CL at the
upper ends of e cppositandittmddgestenf ist barmiah oudi ime dormaimg lbag-owtsbody
after th(S conpl etion of the ﬁositi on adjustnent and fol ding step, and then
f ol di ng th&tdpgetrper enen ol sheopposdie side mdgeswil thbawbieipedviach bag
correspand,to.the, l ength of the cut-outs CL, so as to be separate from each
ot hes t gjq(bf AT ggFrCOg‘f‘plfémn BgF}t‘? oRsittapadpigtmant anyl folthag stgpapntlast ener
form ng stepei§:.caryi out by .pl aci the pai.r 10 of ben ortions in a

| near -rasrarutiEhe iRt mdhuBaSicth AREbILRGY Pafhitig PAEYI rHasR
fasteni NG PEHRKLS 16 Phel ' t r t I hne f.the
pair of bernt porti onseo?ﬁ‘%%/H gﬁﬁﬁ%ég?towﬁj%%ﬁoogg%%igr%),ﬁagfzegr%gteg\(igl Y,

excl udi ngheppagbie Si r@ggﬁ%ttﬁ@&m. Theqrld fastener formng step is
identical with the | ipﬁgar f ast ener fosrﬁ' ng gquﬁlﬁ})] t he 15 enbodi nent as

shown in FIG 2. The description of it is therefore onmtted. The
heat - seal i ng sfTtye liscanfastedeodribyndeadp seahingd bhe bhppeiciagdde Phirt he non
joined main bag body over its entirety in the width direction of
10 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
15 embodiment as shown in FIG. 2. The description of it is therefore

omitted.

The heat-sealing step is carried out by heat-sealing the lower edge
of the non-joined main bag body over its entirety in the width direction of
the bag to form a heat-sealed portion 77 and heat-sealing only the upper

20 ends of the opposite side edges of the non-joined main bag body, which
correspond to the cut-outs CL (see FIG. 16(d)). The main bag body 74 is

prepared in this manner.

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

description of it is therefore omitted.



the bag to forma heat-seal ed portion 77 and heat-sealing only the upper 20
ends of the opposite side edges of the non-joined main bag body, which
correspond to the cut-outs CL (see FIG 16(d)). The nain bag body 74 is
prepared in this manner. The sl eeve-insertion step is carried out by
inserting the sleeve 60 into the main bag body 74 (see FIG 16(e)). The
sleeve 60 is the same as 25 that described in the enbodi mrent as shown in
FIGS. 11 and 1Xhaagingigseshppeod the sleevestQ hetethimobidn ausert@d iflvangi ng
t he shapg of the sleeve 60, which has been inserted into the nain bag body
74, int o&%@%lﬁr%%% gpﬂﬁn%‘ho‘ﬁép thgapecalismwrional shape apshyweaimsBES t he

inb 74 be k [ h h in FIG 16(f). | h
Ctate,  DhACLELocbIn A L habbacky BAOBrdsrrics " BBRER Ag SO AT
' [ 6 0 t th ith fl. ti ons 70a,
00 of 1t Pk BAGT Bty crd e et SR g e arbaCa 1B kB

h d i I | &pi b Lng...t
por 1 Pons or R P IRe o RS a0 e S ey SEReRT e Yo R Bien) TP

r ecl osabpertRaekaghNgopasr (70 fheiRefhd HodPoamanngs r&ﬁos&@le%ﬁ@ﬁgr@a Ve,

the non-joined main bag body is turnedin its circunter a ion so
that t he70 naindec etigagefl inhe shericka®é edctpeidiilan paffllieRpadped byl hamige one
side edge by the prescribed distance "d", i.e., the length "U as shown in
FI G 12(ie uppeopdinghy of itheirsajpobag oglyt 04 plsestwhen FIER.-Sechhad Horti on
76 in the vicinity of the edge of the side face of the 15 recl osable
packagi ng bag ZO avi ng, the rectangul ar_parall el epi ped. The heat-seal ed
portion 76 ther®f 5% ISEILWRLE neerkasiagoheg Y6 kueped Wi dbe MmuuKiey aext er nal

e g R S T R TR T
circumferential direction so that the inside edge of the heat-sealed portion

76 1Is 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 turhing 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



not so severe, there may be omtted the step for turning the non joined 20
mai n bag body in its circunferential direction in the above-nentioned
manuf act uri ng nmet hod. When such a turning step is omtted, the heat- seal ed
portion is placed in the central portion of the side face of the

recl osabl e packagi ng bag 70 having the rectangul ar parall el epi ped. Now,
description will be given bel ow of another nethod for 25 manufacturing the
r ecl osabtempackagianghbat-folidingesttfhern eiboai-penting deteqr,i heduatingeanfl t he
present invention. The other manufacturing nmethod of the present invention
- 26 conprindiggastene &t inetdfagfeseeporming stse apldag ihtgtstaspingastem t i ng and
bendi ng step, a linear fastener formng step and a heat-sealing step. The

h -fol di j i ed by foldj i_ngl. h ffil
ol ool RSB ol e i it bir e e o on
i ve., . i .
sl eeve- gﬁg% pﬁ%&g*a@??ﬁsl%gwpﬁgopr&ﬂarsf FPRcINY® H’é@sr%/ z}éﬁgb%‘gy ]iﬂﬂe ¥ non
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secured to the non I'ned main an “adhesi on” “heans-such as a
hot-nel ti ng nethod. The sleeve 60 is the same as that 10 described in the

enbodi nent as ghewslekfe H14Singd dtads 2arrid@udByGihRi Ot Ofsiddvel §otifer ef ore
omtted. The cutting and bending step is carried out by formng a cut-out

at the thppronejpdned maén shae iridije (sde &, NON4)joi Netk rbdevebag hrdy beand
then folding the upper portions of the non joined main bag body, which 15
correspéptn@ariy senged 66 thee nont-jooed swias bag bedgeparat eadhesiveach
other to forma pair of bent portions. The linear fastener formng step is
carri ed BERNBYPWILES fghPhdnpling method. The sleeve 60 is the same as that

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

description of it is therefore omitted.

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

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

other to form a pair of bent portions.

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

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

omitted.

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

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



of bent portions in a linear-fastener nolding machi ne and conti nuously
formng the linear fastening nenbers for the linear fastener on the inner
20 surfaces of the pair of bent portions of by an insert injection nolding,
respectively, excluding opposite side edges thereof. The |linear fastener
formng step is identical with the linear fastener formng step in the
enbodi nent as shown in FIG 2. The description of it is therefore omtted.
25 The htad bsgabifogrst épwes cdae tied- suiledypdrtah-Seahéagsédiend ohenvtiegge  of
the non joined main bag body over its entirety in the width direction of
-27 the Biglg adgd ovaen iis toteetetiythhbmgisedired dinrdtiontdi sidehtasesebiody t he
other side edge over its entirety in the longitudinal direction to a side
heat - seaP@EFIO%%rQ #86 Igeddigionm hefdiseading nabt theupbpag condl of theeonppite end of
t he one side et%‘%e of the non-joined main bag body, which correspond to the

cut-out 898%&L PEE0RZORYSd MREN Rag bedy. m?zhsqomsaqa@éaweﬂw EUt gt

manner. . Ch i n e ape of the.sleeye .60, which.has.been inserted into
Tho 3 (AL B THESdn bag LTS i Tt i SR e B @
12(a) causes the main bag body 84 to be kept in the shape as shown in FIG

17(c). In such @ﬁéﬁ%%g% tﬁ@%h%@'egogg?%’kg%%% §p%18ﬁ%£%é’%ﬁ¥%&?‘ﬂ?c§¥n§oo.

bendi ng inward t ection thé sl eeve ogether with

the mai ntrtaaﬁletmdwa%od}m,rﬁﬁbQ%bﬂ_}ﬁree&ﬁh'«ﬁ&manaﬁghﬁge%?glsl@éwﬁ%“ﬁﬁ@. into

a stackabl e rectangul ar parall el epi ped by bendi ng the upper portions of

the mai nl1B@j chodys8hcanabhbwg hadyF8ESo B kép@itdthkOsh Mbea saHAv@Xh FUSL on
filmor the like, which has on its opposite 15 surfaces a heat-sealing

propertyl7ics udndsusht ke sthwet thé $ali-stamdierg ahape chhe bebpvevideslc hivbed
~methad for manufacturing the reclosable packaging bag, it is possible to
previént RedmeainEard sae guojediots &Mogs 60sks phihe 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



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

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

t he three-di nensi onal shape. In addition, it is also possible to prevent a
di splay condition of the packagi ng bags on a display shelf in a retai
store from being disordered and the packagi ng bags fromfalling down from
t he di sptlay abeetfmduéionedesitapglcene maphavieeameathseahegepoy twioich @5 of t he
packagi ng bag with that of the other packaging bag. In the above-nentioned
enbodi meRRCERSIgeM BB s DAV ern ba kepidn apeeseribad shhagitape as shown in
FIG 12. The sleeve is not |limted only to -28 the above-nentioned shape

d h th h by which th kagi in bag bod b
kept in a prescribedeIHApE VeHROBAUSRIRCuend: tirlabablc Refkdentabag,
I : [ I ch its. t I h bl f
| mor oventit e SRR B, DAY o BTG B GaniE b o sER QeGP e ini ch
one hont LEat G e Pack AR AR ioR R A R b (i Dheni ng.

one heat-seal ed portion a I hear Tfastener provi ni ng

porti on 9hg HadyRhvinkash @g&ﬁinr%?ncf LS flé‘é‘é’t @Ylieg?—%eﬂiléd‘g%rﬁbﬁ abpat 1s

pl aced in the main bag bo recl osabl e packaging bag 1s characteri zed
in that liheamistchag prodiddds ohOtHeobgedin R raiobr 65 €hé Begir h@geb&adﬂvsﬁ,si onal
shape defined by the sleeve so as to keep the prescribed three-dinensional
shape. Asirgherpudpvidednwitheaadiewes teat iopéacadth ahabinaipdskagotdy. bageof the
present inyention, it is not always necessary to formthe |inear fastener
by an i rfseé:{qsarm]?dﬁql%ﬁglﬁﬁlb% 18 e alseveripethtinotivadl tnbodairertag bbdyhis 15

pr ejﬁntsfj fgj;ti on. More . pgc' fically, the |inear fastener that has
pr eviou Pi}y EHO B TS ECHRT S TEF 1A IB e P Bak shRpE el prdde sleevasonai n

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



bag body by adhesive agent, a thermal bonding process that is to be

si mul taneously applied during the heat-sealing process, or any other
appropriate fitting means. In this case, it is preferable to formthin 20
portions at the opposite ends of the linear fastener and/or easily bendabl e
portions on portions thereof to be bent in the sane manner as the above-
descri bed enbodi nents of the present invention. The recl osable packaging

bag doesmi@htahvRyses@Mbd 8okhese of eaL YWi&Se Wﬁptﬁ@ﬁlﬁﬁ”@%bPﬁﬁ?{Sﬁ L 74,

i nprovenment in the external appearance 1S not SO severe

above- des¢r i Hetheamaodivmnbsdpthddheu Bh eSRM ctidty efMd ?fbjecﬁ@ﬁg 6cxt BOAx
projections 60cx, 60dx of the sleeve 60 has a function of comng into

contact ofi the shevbatrconvotedbiedni Whiagrdydyt 54, subkh a8diridoof réQosabRt ai N a
prescribed position of the sleeve 60 in the main bag body 54, 74, 84. If
t he mai P3ckASIBEyLAEs thachtherf andiodimenthef phej pctsaorts irGiaxjor60dit! bef t he
sl eeye are nqt quired. Wth respect to such a kind of recl osable

pack&gi %@?ec{ E@l%‘f Nath agfgnesio BIGPné8mrekdRt i nvention will be 5

described below with reference to FIGS. 18 and 19. The recl osabl e packagi ng
bag 90 conpris a in.bag bady .94, a i near fastener 95 and a_sl eeve
60ML. Opposi ng (Sirﬁnéi% a@f%)%fg{%g‘\ﬁgl% 9@%“&3“66?@%3&%6\%13694'@ ARe main
bag bodydé,Ofklicer 88! H3a0 BcRAEIAMAY Dag 90 as shown in FIG 18 10

I ons .

correspond to the opposing port ;, 52 and the heat-seal ed portions 56,
56 of the main bag body 54 of the recl osabl e packagi ng bag 50 as shown in

FIG 11, respediyslivg haalod diNohaais aeal-daRef bbAlond®s, % iof e ovi ded

on its lower portion wWith a stopper portion 96a. The stopper ~portions 96a,
96a faceneatbagtihedy 88 shdwnrédlobhle d8clsapihediad bo apeRsWhenlBidovgr side

edges of the sleeve 60M 1 are placed on the stopper portions 96a,

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

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

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

sleeve 60 described above.

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

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

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

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



96a. Each of the stopper portions 96a, 96a is forned by increasing the
width of the lower portion of the heat-sealed portion 96 as shown in FIG
19(a). The stopper portions 96a, 96a have a function of maintaining the
prescri bed position of the sleeve 60 in the nain bag body 94 so that the 20
| ower portion of the main bag body 94 can easily be folded into a shape as
shown in FIG 8. The sleeve 60ML therefore has no projections unlike the

sl eeve @0ruescsmbéldpadjevtonThébst GbgereqiosdblenpQ8eadisgphaed @0 yolledned on
each of the heat- sealed portions 96, 96 as showmn in FIG 18. However, the
si ngl e dNépHBE shepepas showmuy Fie. 8dnrtid smmanyaoner efs ddsertheat abeet.ed
portions 96, 96. The stopper portion 96 may be fornmed by increasing

partially the \%dgtbh (gf_ the |ower portion of the heat-sealed portion 96 as
shown in FI G 19th)2Qdllastiafes agnodilicatienedPMar of dbei siscvePOMie as

[fﬁé' came TaRer: 2400087 o Baeicarretscrb MR, “ap%egﬁgsﬁﬁ%r% E#?n c0n?
above 2 st

pai 1 Sof SeRara g Tap Ry enBoiyy) MEre sl TRoU), s SRR % ne

sl eeve Wpﬁe&@ffﬁcﬁg}? o‘?fongo?sﬁil%fl%fntoti}ﬁf’?éegxg{:a{creg;gﬁ({tﬂ#ﬁseéﬁér6{)8%?1&’@ti ons

60a, 60b and a pair Si ace portions r ei nf orcenent

flaps 6Qmyir Qe fare partrRersabby, BoTEdrvd HRirifthrc4RBET TRYEES08§, bhaysi de
face portions 60c, 60d of the sleeve so as to project upward.” FI G~ 20(a)

i || ust r sresintogradlyeforendd widhRthewhipglerictiges| slethd Bide gadd pbriséas &0clhe
shape of the sleeve 60M2 folded in such a flat state is changed into a
r ect angfiQ o5 Hap slasye nef a$ & pyojachasiaed.f Atk po0 ) dhgsBates B0 slethe
Fei Eéor%eqrﬁ t flaps.6Qcy, 60dy can be bent inward as shown in FIG 20(b)
so a2 t r SN e Ialdeghgtle afllahstatemt difteghepsevk thoniceva 60M2
prefer a%ﬁdet iPEQ¢h %eﬂzgthgta%i (?se C %%ege C{ch(l) gnr%ctangular 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 60M?2

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



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

pertions 60c, 60d. FIG 21 illustrates the other nodification 60M3 of the
sl eeve 60M2 as shown in FIG 20. The sleeve 60M3 is identical to the

sl eeve 60M2 20 except that the former has a detachabl e cover portion 60dy.
The sane reference nunerals are given to the sane structural elenents and

t he descmm&&@@ngfortibgs&@ieeémmrqadﬁio@ms@a?dvitmﬁe%@a@&"aé@ bHeBn GOy s
formed by increasing the length of the reinforcenent flap 60dy as shown in

FI G 20(i) praffided enghha dinet b peofoeatipasticth&Odye icovarhstranhi ablly dadent i cal
25 with the wwdth of the front face portion 60a. The cover portion 60dy can
be turneeRsily Disatetashed froemdhef sideelzmevportpan tiGh 6Bihgdrshplescéddea, t he
reinforcegent flap 60cy as shown in FIG_ 21(b). Such a structure permts
to i ncr aQaYPuRrEhdPrgE &fy &gt eouIr Phstionf 60drdte | fasiliasoMictaThenent3l

conn ctiﬁgea%w%i on P‘f t.ge cover Eorti on 60dy with the side face portion 60d
is provi 1018 theldAape POsHAR &4 so that the cover portion 60dy can
easily be detached fromthe side face portion 60d. Finger holes 60dya,
60dyb are for i.on 60dy to.facilitate deta t 5

t hereof from Fﬁgl ég‘i@d@%&afég\i%grv ?#%i} %B%Yer’l'ﬁ‘éﬁn&hnﬁs\/hﬁ‘én% &?Paéa&gbqﬁg‘?}&,

whi ch | stfooriRde $0RARAS SV irlyR % URaBeasY B D bBRAT I B8 Leapape s
as to be inserted into the sleeve, 1n replacenent of the above- gesc’rl bed

det achabinereyndeemiearn tofaheGdsiie-HBstHBe@RRBcHEB R EHRYG ﬁg&mqa wepfys of the
ag

met hod for 10 manufacturing the recl osabl e packagi ng , the bottom of
t he recl osabl e packagi ng bag having a stackabl e rectangul ar parall el epi ped
shape is formid bthderdiong-ddeerfbad ponbodimserdta, o7 Okthienwarethas sfigwn in
i G1022'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 appiying an easy heating treatment

to the bottom of the reclosable packaging bag.

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

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

portions of them.

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

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

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



When a co-extrusion filmor the Iike, which has a heat-sealing property, is
used as the sheet of filmmterial, it is possible to prevent the flap
portions 15 70a, 70b from projecting dowward by applying an easy heating
treatment to the bottom of the recl osabl e packaging bag. FIGS. 23 and 24
illustrate a nodified formati on nethod of the bottom of the reclosable
packagi ng bag 100. The nodified formation nethod conprises the steps of

subj ect i pgriibap opeli¢ heas-stadad 1a@0boeforid €088, MDD Hetradyad Qhokd &
heat - seal i ng process and cutting off the tip end portions of them More

speci fi chlGy 24{detd fapnpamalbfiap@0a00ix} heOM&, n Rigy body 1304 schenpltaced on
a base 111 and a heat-sealing head 110 is pressed on the flap portion 100a
to achi eVi€w Hlu$isatingedld neclpsabls packhgirtphogskéd),i tie 8bape afeskidbsisppl i ed
to the other flap portion 100b of the main bag body 104 in the sane

manner . Fhangedt IdeaPedeciapper inswallemmiped 00unardG. pRAhdetelerends s

manner as shown i,géﬁe é%%p). Then, the thg end -32 rtions of the

Peat-seapélar]cl?qaal\?) %ot oo&?n?é%buapsfc poPW%@%h hien feﬁplé]?lbﬁ( a) to
100bx. . FI 4 ' [ i [ [

the 1 oci Bagkr R BRa00, HRE o, ReREtt AUlTes sRiFenth SOcoATERE RS &

rect angubat ARl bekephBenetd 1 for 24EhNred LT eNGP B; 'IHfEﬁﬁg' %15;%%%%’

100y" denote Upper Tlap portions recl os packagin

whi ch argokepis ﬁmarcﬁ@sdﬂﬁbx&haﬁﬁmd}n19!JC|Pnaadcﬁﬁbﬁ§%Hé%mQﬁ%§ﬁi fgofeg 100,
ons |

there is not required any step for folding the flap porti nward as
shown i n1G0Lk ifthroke thddidi-etanding srapdrty bapke b@%amo. 108bxmapfrys t he
sel f-standi ng property of the bag 100. The small flaps 10 100ax, 100bx may
howelber’ beOan| dedbkmay hasestohn folddd @wAaR] akrshidven abdIE- dekcr i bed

enbodi nents of the present invention, the

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

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

S0 as to open or close the opening portion of the main bag body. The
sleeve may have at lease one portion, which is joined to the main bag body

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

may be a trapezoid.

According to the present invention described above, the linear

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

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

the processing efficiency.

When the main bag body includes the sleeve for keeping the

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

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

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

_33_



| i near fastener may have a slider that is novable along the linear fastener
so as to open or close the opening portion of the main bag body. The

sl eeve may have at | ease one portion, which is joined to the main bag body
15 by a suitable joining nmeans such as adhesive, heat-sealing or the like.
The shape of projections of the sleeve is not limted only to a triangle,
but my be a trapezoid. According to the present invention described
above, the |inaabovidiaat enehel sapitpcdathtabopartide apemicntnRart f-he®ér t he
mai n bag body by the 20 insert injection nolding so as not to extend to

t he heatfasgalad¢es phetfobdisig bf the mher éfegr Bogpssobd€td anakducedsuébleerd od of
time for process and inprove the processing efficiency. Wien the main bag
body i ncPifyEstt Hee sperwEenee kéephagerile opresnt i beycstiape obf theneberi n bag
body, it is,. possible to change easily the 25 main bag body into a proper
t hr ee- di Wﬁ&prb?walt%pﬁ.m‘flﬁl%dia{ i Bife-lopkirg apppepbered| €1t dhenphrecan
apprgpri te strength to the three-dinensional mnain bag body so as to bear
suf f Pci ent§ PRE F5%§1H@gﬁ55g' -33 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 providing a nice-I|ooking
appearance of the three- 5 dinensional main bag body. -34 WHAT IS CLAI MED
IS: 1. A reclosabl e packagi ng bag conprising: a main bag body having an.
opening portion and at | east one heat-sealed portion; a |inear fastener
provi ded on said opening portion of said main bag body, said |inear



fastener provided al ong said opening portion of said nmain bag body by an
insert injection nolding so as not to extend to said heat-seal ed portion;
and a sleeve, placed in said main bag body to keep a prescribed shape

t hereof; wherein said sleeve has a pair of projections each having a

tria d pair of projections being capable of coming into
cont‘g’g'ﬁ‘ﬁiﬁﬁ]—ab‘lw}?%\ of said main bag body and being fol dable. 2. The
recl osabl e packagi ng bag as claimed in Claim1, wherein: said heat seal ed

portion is provided on each of opposite sides of said main bag body. 3.
The recl osabl e packaging bag as clained in Caim1, wherein: said heat

seal d porti vided on one.of a pair of opposing faces of said main
bag body‘erA‘,c os?hic:n%g%% NI ng bag as clainmed in COaim3, wherein;

sai d heataﬁﬁﬁh&%lﬁ@&%ﬁﬁﬂghﬁoﬁ&ﬁﬂg oﬁ@n@aﬂkﬁﬂbﬁeH&ﬁ%bﬂ@dﬁ&ﬁ%ﬁ'd one -of
said pair of opposing faces. he recl osabl e packagi ng bag as clainmed in

any one of ligeas ellertpiowd@#]@neﬂald openaigipettionvaf sail frainibag dodp. saithbnear

recl as cl ai one.of ,d,ai,it5 | .to 5. wherein:
or PARRLRRREKE N 380 RRal B oF AR pBRE bRk 1oof B ab et P ERERLD |,
a Vimblifg/sOhs 6t 18 ex@dtb REidIRdat-b@iledporiohJaritibd. Blebay ﬂl&@& in faid Higin bag

recl osabl e packagi ng bag as clained in any one of Clains 1 to 6 wherein:

sai dPulyde keemhapreserihed shingdhereaf eeve portion that is accessible when the

o1 el B SaRATEAT I0n pRPY bRIRRBAL AN IR HEDE SR Qaf VRl
I ecl md@bapableoif agmirg ihgcoasact ith abdtiom dilsaidmain\bag bedyand beigefoldublees ar e

formed in said detachable sleeve portion to facilitate its renoval. 9. The
recl osabl e packaging bag as clainmed in any one of Clains 1 to 8 wherein:

sai th mai nTROYIo6Mle PRkhShE Bdg L RinfdRh '35 PathsbapPe: and

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.

5. The reclosable packaging bag as claimed in any one of Claims 1 to 4 wherein:

said sleeve is foldable.

6. The reclosable packaging bag as claimed in any one of Claims 1 to 5 wherein:
said sleeve has at least one bendable reinforcement flap, which locates in a vicinity of said

opening portion of said main bag body.

7. The reclosable packaging bag as claimed in any one of Claims 1 to 6 wherein:
said sleeve has a detachable sleeve portion that is accessible when the reclosable packaging
bag is opened and which when detached enables the sleeve to relax from said prescribed three-

dimensional shape.

35



said linear fastener has easily bendable portions, which facilitates the
folding of said main bag body. 10. The recl osabl e packagi ng bag as cl ai ned
in Caim1ll wherein: said linear fastener has a fenal e-fastening nenber and
a mal e-fasteni ng nenber engageable therewith, and said easily bendabl e
portions conprise flat portions, which are forned by renoving partially
said fenmal e-fasteni ng nenber and said nmal e-fastening nenber. 11. The

recl @sabl j i i Al erein: said flat portions
havégaux{ﬁ$§%§b§g%?ﬁ%§a%3§§ggLfgl gdgi H§¥€k%%§¥?ng means bei ng capabl e

of com ndfinger-holes atesformed intsasbddtachtblersleeve pedilon 4o fpiitae isremwmeval.sai d fl at
portions. 12. The recl osabl e packaging bag as clainmed in any one of O ains
1 to 11 wherein: said main bag body has at | east one stopper portion for
POSi ¢.i oni Tk Baloshbi FR%8eing B8 REGLERABR BnPARKAEMiSLR SR HOD FOR
MANUFACTURI NG SAME ABé?R%CﬂgCF THE DI SCLOSURE A recl osabl e packagi ng bag
conpr i sessaid mainrbodsgan bel foléed/intnge prescrifipdishang; pod t i on and at | east one

heat - | ed i-on; d i i . i [
o e o BAG BT M Bl BRSPS RRL RGP 5 oE e BB RS R L
por thagrbodl,, t he main bag body by an insert injection nolding so as not to

extend to the heat-sealed portions. A nethod for manufacturing the bag
conprises the three steps. First, the first and second |inear fastening

. ' ikl . Sh ffil ial b
an oy 1 e SR ERee BTeRE 85C AR PRTIMP T Bheffinf 107, c2cn other . Theee

f ast eni ngaidkerthens fastene® nhag @alftalcvihitbnig@chmepibbe rantoaf frale-fastehidgamember
f ast ener. . Se ond,,ththe sheet of film nmaterial is folded in two so that the
}?etﬁﬁ’@?”é

f ast EBPHGD cal &g saulpandable portiensiromprivn flatiporéiges, wiich gisolormed
POr th Pt ng! AR R Rfnald-fuefil Hhdrdber ahsia bR ledichingtighnseal ed to form

si de "heat - s t1ons.

11.  The reclosable packaging bag as claimed in Claim 10 wherein:
said flat portions have auxiliary sealing means, said auxiliary sealing means being capable

of coming into contact with each other to seal a space between said flat portions.

12.  The reclosable packaging bag as claimed in any one of Claims 1 to 11 wherein:

said main bag body has at least one stopper portion for positioning said sleeve.
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RECLOSABLE PACKAGING BAG AND METHOD FOR MANUFACTURING SAME

~ ABSTRACT OF THE DISCLOSURE

A reclosable packaging bag comprises a main bag body ha\fing an
opening portion and at least one heat-sealed portion; and a linear fastener

provided on the opening portion of the main bag body. The linear fastcner

is provided along the opening portion of the main bag body by an msert
.injection molding so as not to extend to the heat-sealed portions. A
- method for manufacturing the bag comprises the three steps. First, the

- first and second linear fastening members are formed on a prescribed

position of a sheet of film material by an insert injection molding so as to
be spaced from each other. These fastening members are engagesble

with . each other to form a linear fastener. Second, the sheet of film

"material is folded in two so that the fastening members can engage with

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

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

Fig.1
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