-1 - LI QU D CONTAI NER AND METHOD OF MANUFACTURI NG SAME FI ELD OF THE

| NVENTI ON The present invention relates to a liquid @pqﬁgmg be filled
W th-eatable or wuneatable Iiquids or fluids, for ex e ges such as
sportsdrink and orange juice, and relﬁNES to a method of manufacturing the
i quid container. BACKGROUND OF THE | NTI ON There has been known a
container for filling beverages such as sportsdrink and orange juice. The
contai ner has a haguaiAEeRTAINEN ARD BEtioh GHPANFACTURDNBAME | M as
formng material and having gusset portion; and a pi pe-shaped delivery unit
joinied to the container body in a state that its flange portion is held at
an end portion of an upper opening of the container body. The conduit

portion of the delivery unit igsrEnsesd agig pirgekfeogont ai ner body. It is
di sclosed in, for exanple, Japanese OrTtity WWodet—Application

Lai d- Cpen(Kokal ) #Re §edeA826ny Miebn el Aich QPR 19qhlla BuALsnbn 1857

Such kind of the liquid container is lighter in its wéight and can

opened nor 6pgaghiYehNRe 23R DU itba b1t o ogﬁarrﬂmgsedféf a

container to store beverages and sauces apanese noodl es or

cont ai nor 5. SYRGLEE HEGRPEGLy' BLAZEaCLol: BEE 0 O, SRAL THEs o
const tut ec, B .2, o ARG Be kAR eBOE- P UL e contatner

BACKGROUND OF THE INVENTION

There has been known a container for filling beverages
such as sportsdrink and orange juice. The container has a
bag-shaped container body formed of a flexible film as forming
material and having gusset portion; land a pipe-shaped delivery
unit joinied to the container body in a state that its flange
portion is held at an end portion of an upper opening of the
container body. The conduit portion of the delivery unit is
inserted into the container body. It is disclosed in, for
example, Japanese Utility Model Application Laid-Open{Kokai)
No. 62-134826, which is laid open to the public in 1987.

Such kind of the iiquid container is lighter in its
weight and can be opened more easily than cans and bottles.
Therefore, it can be used as a container to store beverages and
sauces for Japanese noodles or Korean-style barbecued meat
instead 6f glass bottles and plastic containers. .

The above liquid coﬁtainer is, as shown in FIGS. 13 and

14, constituted of a bag-shaped container body 1 having two



-2- gusset portions 4(4a, 4b) folded inwardly and two flat portions _
3(3a,3b), and a delivery unit 2 having a flange portion 12 and a canduit
portion 13. The gusset portions 4a, 4b folded inwardly are respectively
posi tioned on both sides of the hody 1_go that they nake a space Sl, where
the flange portion 12 of the delivery unit 2 is set, between both inward

' f. 1h tai ner ho 1. Thus, the
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Therefore e Liquid container, is not stable in self-standing and
frequent |y %Bﬁp %‘g"ﬁﬁﬁﬁ WRth 7 15 $9%ut Pekwaeshe¥h ginvard ende ide, 15b
di splayi ng. _SUMVARY OF THE_INVENTION It is an object of the present
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- nding when-it is put on a shelf or rack. It is another object of
f ﬁLf stand ugper end portr:)x'.on and the flange portion 12 are integrally

bonded to each other by means of an usual heat sealing. The
liquid container formed in such a manner has gaps S2 which are
made between the flange portion 12 and each inward end 15a, 15b
of the gusset portions.

In the above liquid containex:, however, the fact that the
flange portion 12 of the delivery unit 2 is set in the space S1
between both inward endé 15a, 15b of the gusset portions
results in that a horizontal section of the container body 1 is
made rectangular and never regularly square, because whole
size in width of the gusset portion 4 is narrower than that of
the flat portion 3. Therefore, the liquid container is not
stable in self-standing and frequently topples down when it is

put on a shelf oxr the rack for displaying.

SUMMARY OF THE INVENTION

It is an object of the present invention to provide a
liquid container which has a high stability in self-standing

when it is put on a shelf or rack. It is another object of the



-3- present invention to provide a preferable manufacturing nethod for the
above liquid container. In order to achieve the above objects, a liquid
contai ner of the present invention conprises: a bag-shaped contai ner body
formed of a flexible filmand conposed-zof two flat portions which
constitute front and back walls and two gusset portions which are fol ded
inwardly to constitute side walls ; and a pi pe-shaped delivery unit having

at |east a gpRHLBAROIdJHEIMH &b ﬁﬁqifga&%d%@éf@fbbw%n%&@c&h@ﬁ n&Pfod
projects out of an upper end portion of the container body, and a flange

portion whi g8riehd Bk helRWd BenRukiPortion and held at the upper end
portion of the container body to constitute a joining portion between the

del i very unit and:hf@r&@f\wQ&aigegwhewﬁsn?@é@bj%@%,oé 1RRGUSSEEa PRELT ONS

has a wi dth approximately equal to that of the“flat porti‘on, each inward

end portionge Bhal eebedainarlli: i ddifu0 QU Pl dns B5hEGiner

posi ti oned between"the ange portion a t portion at the joining
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conprises step “preparing two fTexible | ONS
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films each having pr OXI ma 0 or the
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and
a pipe-shaped delivery unit having at least a mouth
portion which is formed at an upper end thereof and projects
out of an upper end portion of the container body, and a flange
portion which is formed below the mouth portion and held at the
upper end portion of the container body to constitute a joining
portion befween the delivery unit and the container body,
wherein, each of the gusset portions has a width
approximately equal to that of the flat portion, each inward
end portions, projected inwardly, of the two gusset portions
being positioned between the flange portion and the flat
portion at the joining portion,
Further, a manufacturing method for the e;bove liquid
container comprises steps of:
preparing two flexible f£films to be flat portions
constituting front and back walls of the container body, other
two flexible films each having a width approximately equal to

that of the film for the flat portion and being to be gusset

portion constituting a side wall of the container body, and a



-4- pipe-shaped delivery unit having at |east a nouth portion formed at an
upper end thereof and a flange portion formed bel ow the nouth portion;
superposing the two filns for the flat portions onto each other; .fol ding
and positioning the two filns for the_gusset portions between the
‘superposed two filns for the flat portions in a state that both end
portions, in which folding lines are forned, face oppositely in a manner of

‘contact i ”989&98%%8@0'&&@1\%%%&8?1@ El%(eripgoﬁitt il%t%iél;g 4 godeh PO ti‘#?it

between th perposed tWwo or at” portions in a state at the
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t he contai nér body an ange portion o efry unit i's'set to

t he upper en ortion of, the container body; and bonding integrally the
respectiveSFgP§s£$8rm?“ hf?%ﬁgb?nthe gusset portions and the delivery

unit by sealin redet ermned portions thereof erei.n each of the filns
for the gusset pOrESGBREFY &Rfor's? ifllg'mﬁoéﬂféag?oﬂtarvgppﬂtﬁﬂ”@r O?ﬁ‘é %cj‘t :
portion befOéngositioning the delivery unit, and each end portion, in

whi ch fol dPY§@®Fines is formed, of both the filns for the gusset portions is

i nt er posed between .the flange portion_of the delivy unit and an upper end
P folding anc? pgsitioning the two fgiklxs for the guséjé)t

portions between the superposed two f£films for the flat portions
in a state that both end portions, in which folding lines are
formed, face oppositely in 2 manner of contacting or coming
close to each other;

positioning the delivery unit between the superposed two
£ilms for the flat portions in a state that the mouth portion
of the delivery unit projects out of an upper end portion of
the container body and the flange portion of the delivery unit
is set to the upper end portion of the container body; and

bonding integrally the respective £ilms for the fiat or
the gusset portions and the delivery unit by sealing
predetermined poxrtions thereof,

wherein each of the films for the gusset portions is
temporarily bonded to the film for the flat portion before
positioning the delivery unit, and

each end portion, in which folding lines is formed, of
both the films for the gusset portions is interposed between
the flange portion of the delivery unit and an upper end
portion of the £ilm for the fla‘.c portions.

According to the above liquid container, the flange



portion of -the filmfor the flat portions. According to the above liquid
container, the flange portion of the delivery unit is positioned and
hel d at the upper end portion of the container body to formthe joining
portion in a state that the flange portg.on overlaps with the inward end
portions of the gusset portions. Therefore, each gusset portion is fol ded
deeply to shape a cross section of the container body into an approxi mately
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edge container is put on a shelf or rack for displaying.

In the above liquid container, it is preferable that both
inward end portions of the gusset portions are disposed on the
same side with. respect to the flange portion. According to
this preferable embodiment, the pipe-shaped delivery unit
slants inevitably to a front or back direction of the liquid
container, so that an user can put his lip easily on the mouth
of the delivery unit to drink the content. Furthermore,
indications or letters on the flat portion can be viewed by
consumers to improve an effect of the eye-catching if the top
of the delivery unit slants to the rear side to direct upwardly
the upper portion of the front flat portion even when the
liguid container is put on a considerably low shelf.

Oblique seal lines may be formed at four lower corner
portions of the container body so as to extend obliquely across
the flat portions from one side edge to the bottom edge
thereof, and subsequently an outer portion beyond each oblique
seal line and the bottom seal line may be cut off. According

to this embodiment, a resistance of the container body against



t hereof, and subsequently an outer portion beyond each oblique seal |ine
and the bottomseal |line may be cut off. According to this enbodi nent, a
resi stance of the container body agai nst -6- the folding of the bottom
edge portion is reduced, so that the bgttomportion is flattened easily and
tthe stability in self-standing of the liquid container is inproved. In

anot her preferabl e enbodi nent of the above |iquid container, the w dth of
top seal lines of the container body which extend fromthe joining portion
to the |eft thedfelghngspfcithe hatdem gdgemeoroiored sl apduretdnage tthat dhet he
sealed joining portion, and an edge |line of each transitive portion between
a | ower cor hottem tperfépni g pbietbenadd easidwerandingheedgaldilite top
seal line my be extended substantially parallel to an axis of the

cont ai ner bes@lLf-Atmadding ofothki 3igubddioretrdindhd ssimprugvedef the gusset
portions is increased by the enlarged top seal lines in their w dths.

Furt hernore, sincdreaumthenspteferagbléei enbbdimert ofiethewebower ddgudid t he
joining portion and the | ower inner edge of the top seal line is extended
subst anti al lpnitaialdrg| the sidah ofotophsesdnlmerohate conpadswtr dodly t he
content in the liquid container which concentrates on the | ower corners of

t he j oi ni ng whdidh @xtehd EYRaIRe HROUINIRP Poritiens ttoefpieh 1efftt Bndl pakghiton

and to prevent pinhol es and breakages of the.liquid container. On the other

hand, accor @ides aHdiedbavey "BEUEeEhedi Ddrger than that of the sealed
joining portion, and an edge line of each transitive portion
between a Iower corner of the joining portion and a lower inner
edge of the top seal line may be extended substantially
parallel to an axis of the container body. According to this
embodiment, the strength of the gusset portions is increased
by the enlarged top seal lines in their widths. Furthermore,
since each transitive portion between the lower corner of the
joining portion and the lower inner edge of the top seal line
is extended substantially parallel to an axis of the container
bodﬁ, a pressure of the content in the liquid container which
concentrates on the lower corners of the joining portion is
decreased to improve the strength of this portion and to
prevent pinholes and breakages of the liquid container.

On the other hand, according to the above manufacturing
method, it is easy to conduct the positioning of the films for
the flat and guéset portions. Simultaneously, the delivery
unit and the films for any parts of the container body can be
sealed under a stable condition by the temporarily bonding of

the films for the gusset portions.



nmethod, it is easy to conduct the positioning of the films for the flat and
gusset portions. Sinultaneously, the delivery unit and the filns for any
parts of the container body can be seal.ed under a stable condition by the
tenporarily bonding of the films for tbg gusset portions. 7- It is
preferable to constitute the above manufacturing method so that the two
films for the gusset portions are put on the predeterm ned positions of the

filmfor the flat perid %Q%b}l%%q%%hiﬁg@?#%ieac‘%&a@%au aé&%g_q)egd to

the filmfor the flat portion eat sea sea

pressed ont tudditod HEnae A% ket PRle B! chl% IO WAL RLLRG: A ™

for the gusset portions at an upper portion of tai'ner
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obliquely ovegr, the folding lines of the filns for the gusset portions so
thatqa sgali e e ﬁ?&ﬁﬁﬁ?qcﬁ@FYF%Ps at an upper portion of the

container body. According to this embodiment, a productivity
of the liquid containers is increased and generation of the
defectives is decreased, because the inward end portions of the
gusset portions do not collide with the delivery unit during
the positioning thereof onto the gusset portions, and do not
disturb the positioning of the delivery unit.

In the case where such a temporary bonding is conducted
in the above preferable manner with the seal bar, the seal bar
may have a sealing surface which comprises a triangle recess at

. its center portion on one side thereof, each edge of the recess
crossing obliquely over the folding lines of the films for the
gusset portions so that a sealing area is enlarged toward a
direction of a side ,:_'Jortion of the container body. Thus the
strength of the liquid container against the various impacts,
such as an impact when the container drops down, can be
increased by a specific sealing area of the temporary bonding

which corresponds to the above sealing surface of the seal bar.

BRIEF DESCRIPTION OF THE DRAWINGS




direction of a side portion of the container body. Thus the strength of the
| i gui d contai ner agai nst the various inpacts, such as an inpact when the
contai ner drops down, can be increased. by a specific sealing area of the
t.enpoerary bondi ng whi ch corresponds to.g.he above sealing surface of the
seal bar. BRI EF DESCRI PTI ON OF THE DRAW NGS FIG 1is a front view

showi ng an enbodi nent of the liquid container according to the present
invention. FIG 2EHIG.a peispacttiroatyiveewisHowdng qin cemissd BhéRt Slowheg a
state that it is inflated according to the present invention shown in FIG
1. FIG 3 idiguiidosbntatweshavcbgdangets e/ pteisentf§ ihtentigui.d cont ai ner
according to the present invention shown in FIG 1. FIG 4 is an

explanatory view Syo) g 60 &4 "Perspestivé Wrian 6f the Liquid eontalimer
according to the present invention shown in FIG 1. FIGS. 5A and 5B are

Cross-sect i ghdkivigewsstakanehaeak Lyis o Nodavaiseding tics ok pheseaitni ng
portion for the delivery unit. FIGS. 6A and 6B are views of anot her

enbodi ment @hvidh® ilbnd8hBwaofhakfigr @ccording to the present invention
showing a state that it is inflated, in which FIG 6A is a perspective view

and FIG 6B is a $ide § W Jf29nt/ Aridhf shidwdhg Y BLI 198 gt B AW

portion of the
liquid container according to the present invention shown in

FIG. 1.

FIG. 4 is an explanatory view showing an inner
constitution of the liquid container accoiding to the present
invention shown in FIG. 1.

FIGS. 5A and 5B are cross-sectional views schematically
showing two embodiments of the joining portion for the delivery
unit.

FIGS. 6A and 6B are views of another embodime;at of the
liquid container according to the present invention showing a
state that it is inflated, in which FIG. 6A is a perspective
view and FIG. 6B is a side view.

FIGS. 7A and 7B are views showing a bottom portion of the
liquid container according to the present invention shown in
FIG. 1.

FIG. 8 is a view showing an upper portion of the liquid
container according to the present invention shown in FIG. 1.

FIG. 9 is a view showing a constitution of an embodiment
of films to form the container body.

FIG. 10 is a flow diagram showing an embodiment of a



l'iquid container according to the present invention shown in FIG 1. FIG 8
is.a view showi ng an upper portion of the Iiquid container according to the
present invention shown in FIG 1. FIG. 9 is a view showing a constitution
of an enbodinent of filns to formthe cqntainer body. FIG 10 is a flow
di‘agram showi ng an enbodi nent of a -9- manufacturing nethod according to
the present invention. FIG 11 is a view show ng an enbodi nent of thg.
tenmporary bopgi an} ' Lew, shawi ng t he .t enpar ar.y _bondi ng
shown in FIG 111{}%5@ ?“5"3’%@%’%@%#@? Slge@v’% vﬁsned‘talcoﬁ\?eﬂ‘tﬁndnal _

l'i quid contai ner. 4.1.S_8a .Cr -sectional .view t gke | o t he |ines
Aol FIG 13 and SEndintrca Pl AR TR b e Rt SR TR Y
EVBODI I\/ENTSb'Qhea.preferred enbodi ments of the present invention will be
expl ai ned heTethd&: with reference to the acconpanying drawings. FIG 1 Ls
a front view show a Jlquid container 101 which is one enbodi nent  of the
liquid container ac 'rojr% ﬁc?rf%%‘% G Shmg die fe@porary dppding

ive view showing the liquid container 101 in an inflating state,
gﬁasgfg 3 Sown %.n FIGgll. q g

FIG. 13 is a perspective view showing a conventional
liquid container.
FIG. 14 is a cross-sectional view taken along the lines

A-A of FIG. 13 and schematically shown.

DESCRIPTION OF THE PREFERRED EMBODIMENTS

The preferred embodiments of the present invention will
be explained hereunder with reference to the accompanying
drawings. |

FIG. 1 is a front view showing a liquid container 101
which is one embodiment of the liquid container according to
the present invention, FIG. 2 is the perspective view showing
the liquid container 101 in an inflating state, and FIG. 3 is
a front view showing a delivery unit. Referring to these
figures, the 1liquid container 101 4is constituted of a
bag-shaped container body 1 formed of flexible film and a
pipe-shaped delivery unit 2 usually formed of plastics. The
container body 1 is provided with the joining portion 5 at the
upper end portion of the body 1, and thus the flange portion 12
of the delivery unit 2 is bonded to the inner surface of the

joining portion 5 of the container body 1. The container body



a front view showng a delivery unit. Referring to these figures, the

| iquid container 101 is constituted of a bag-shaped contai ner body 1 forned
of flexible filmand a pi pe-shaped delivery unit 2 usually fornmed of

pl astics. The container body 1 is proviiged with the joining portion 5 at

t he upper end portion of the body 1, and thus the flange portion 12 of the
delivery unit 2 is bonded to the inner surface of the joining portion 5 of
t he container body 1. The contai ner body -10- 1 is conposed of the two
flat portions 383xcAyospdciPfotdie ttve filelt podtbenk v@d3a, 3m) twheldhwo
gusset portions 4(4a, 4b) which are folded inwardly to constitute the side
wal | s of t h&€ansihituterfeantdyand kagk owrlded anid Hhish dwoe guesstetv poaddlords nes
which are forned at the peripheries thereof and include top seal lines 6
ext endi ng t ¢{i4%e 40 )gvhighdarefolded irwviodly tg gmatitute thiedeidealallisnes

7, a bottomseal line 8 and oblique seal lines 9. These seal lines are
usual |y foreddthe baedmsl .of Thedtodeal i sgprdRhirigie il thr yhe tdspedadvea dekilg and
pi pe-1i ke shape, which is provided with at |least a nouth portion 11 forned

at the uppeliewes whécbobreafiormed |sthghepperipnetles otii@tede| i tik1ad h
portion 11 to join the delivery unit 2 and the container body 1 with each

ot her. Furtoipesesl gl indm GusktteAdinyg be thieoxight mid heFther flas oiniely

exanple, a conduit portion 13 which is formed bel ow the flange portion 12

to inprove poetion 5, side seal lines 7, a bottom seal line 8 and oblique
seal lines 9. These seal lines are usually formed by means of
heat sealing.

The delivery unit 2 has a long and pipe-like shape, which
is provided with at least a mouth portion 11 formed at the
upper end thereof, and a flange portion 12 formed below the
mouth portion 11 to join the delivery unit 2 and the container
body 1 with each other. Furthermore, the unit 2 may be
provided with other parts, for example, a conduit portion 13
which is formed below the flange portion 12 to improve the
function as a straw, a screw portion 14b at the mouth portion
to tighten a cap 14a, a sxipporting flange portion l4c to
support the delivery unit on a guide for guiding only delivery
unit or the liquid container with the delivery unit, and a hole
portion 144 to be a path for the purpose of draining air at the
filling time and draining the content in a manner that the
liquid container is turned upside down.

FIG.4 shows a state that the front fl.at portion 3a is

eliminated from the liquid container 101. That is, the

delivery unit 2 is disposed at the center of back flat portion



function as a straw, a screw portion 14b at the nouth portion to tighten a
cap l4a, a supporting flange portion 14c to support the delivery unit on a
guide for guiding only delivery unit or the liquid container with the
delivery unit, and a hole portion 14d .44. be a path for the purpose of
draining air at the filling tine and draining the content in a manner that
the liquid container is turned upside dowmn. FIG 4 shows a state that the

front flat pethal Betch guilddt pakredohkorat e birguhfsp88Lai dtebokthlsigeshat
is, the delivery unit 2 1s disposed at the center of back flat portion

3b, and bot khasexd!. POALI e85 trertluSrhSROSEELRNFROLE P dgsatherenak As
can been understood fromFIGs 2 and 4, the conduit portion 13 of the
delivery unihngudt! gBAt1LANRSBY e WA 1GRRLALICE P Ukehas IaliddiyNs

n the present ward end

delivery unit serves as a straw. I nvention, the
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or a partial area o ange por 'S covered W respective

i nward end %O&fxéfgswi}éth Wl of each gusset portion approximately equal to

that W2 of the flat portion for the purpose of improving
stability in self-standing. Thus, the two inward end portions
15a, 15b faces oppositely with coming close to each other from
the both sides of the container body or contacting mutually at
the center of the container body in some cases. At this time,
a whole area or a partial area of the flange portion 12 is
covered with the respective inward end portions 15.
Therefore, in the liquid container of the present
invention, as can been seen in FIG. 5 schematically showing the
sectional wview of the joining porfion 5, the surfaces
16(-1 6a,16b) of the flange portion and inner surface
17(17a,17b) of the flat portion correspénding to the joining
portion are fastened mutually through the inward end portions
15(15a,15b) of the folded gusset portions. FIG. 5A illustrates
a type of the above liquid container 101 in which both the two
inward end portions 15a, 15b of the gusset portions are
disposed on the front surface 16a of the flange portion. On

the other hand, FIG. 5B illustrates another type in which the



Therefore, .in the liquid container of the present invention, as can been
seen in FIG 5 schematically show ng the sectional view of the joining
portion 5, the surfaces 16(16a, 16b) of the flange portion and inner surface
17(17a,17b) of the flat portion corrqugnding to the joining portion are
fastened mutually through the i nward end portions 15 (15a, 15b) of the

fol ded gusset portions. FIL.G 5A illustrates a type of the above liquid

contai ner 19AywhPaWMeingh ok dhe154%0 dfviid eikhPoghseas peatibd 44 the

gusset portions are disposed on the front surface 16a of the flange

portion. OngiBgoableonhend sFbt SB-fdddSidAaS +ABOENShghY BErtolhi 8Rgt he

-12- inward end portion 15a of the right gusset portion 4a is disposed on

the front SenbagRydfa gha! BErtisRIesBOLE! fle 0€:!BGLOALd,EAEAPRE! LN 15D

of the left gusset porti I's disposed on t ace 16b thereof.

I n any casedggggggdaggv&é\%égg%fa] e18hapgdof he sectional view of the

|l iquid contaln econes approximately regular square when the liquid

Com BT et el ubheLlh I MEN S LR e dnT e

MR 2 R O R o s R e

O e L1 g oAt S Sl Aol L KET A SlaT 8o el ISP UPTo
inmprove the ability in self-standing thereof. The type of FIG.
5A is, however, preferable rather than that of FIG; 58. In a
case where the right and left inward end portions of the gusset
portions are disposed on the same side (the front or the back
side) of the flange portion, the long delivery uqit slants in
the direction opposite to the side of disposition of the inward
end portions of' the gusset port'ions with respect to the flange
portion as shown in FIGS. 6A and 6B. Therefore, it is
convenient to be utilized as the straw. Because, an user can
easily insert the upper opening end of the delivery unit into
his mouth in a state wherein he keeps the container upright
without slan*i:ing the container. Furthermore, the indications,
e.g. letters or pictures, printed on the flat portions are
emp.hasized to improve the eye-catching effect. That is, in a
case of FIG.s 6A and 6B, the delivery unit 2 is obliqued
backwardly to direct the shoulder portion of the front surface
of the front flat portion 3a. Therefore, even if the container
is put on a relatively low shelf or rack, a consumer can see

clearly the indications on the front flat portion.



end portions of the gusset portions with respect to the flange portion as
shown in FIGS. 6A and 6B. Therefore, it is convenient to be utilized as
the straw. Because, an user can easily.insert the upper opening end of the
delivery unit into his nouth in a statggwherein he keeps the container
upright wi thout slanting the container. Furthernore, the indications, e.g.
|l etters or pictures, printed on the flat portions are enphasi zed to i nprove
t he eye-catching a case of

gg.%‘[e&_ct. Thgt is, in |G s 6 t_LaﬁndG t he,
delivery unit 2 i & 8584E BUEKIRHER yFI&eF PREFIPAE FhIdIuBPHYEM Fdfeor
the front surface of the front flat portion 3a. TEgrefore evep . if ge
cont ai ner igfpughﬁn %9?5?%??5é|9°$%m15?&ﬂ? s r akRe af58ﬁgﬁﬁéggéan % &
clearly the indications on the front flat portion. -13- There are four
| ower cor nefTRBETLEAE - abhe hacksrieghtsi &ed dhe hackohebF fArsFuporthaps; s,
the front-right, the front-left, the back-right, and the_back-left corner
portions. AASsRBRND AnFFESS- 7788 ARd 718, tthe shlige seal Lines § may be
formed at the respective |ower corner portions as if said |ower corner
portions wefBTEEH 3F thebreanerying kanenprrags RYE1IN$188 Hf said lower
subsequently a portion 18 outer than the oblique seal lines 9 and a bottom
seal |ine 8CRE}CFePOFtLioNs e tit fiff Anekauly by e oplligueosenls
enbodi ment in which the bottomportion is forned into a reversed
t rapezoi dal 1&hepe?, stmd esubzequanoly goppirsionsl 8 |eutem dihasa Shieyobhdguehe
liquid
seal lines 9 and a bottom seal line 8 may be cut off from the
container body 1. According to this embodiment in which the
bottom portion is formed into a reversed trapezoidal shape,
since the bottom portion is flattened easily when the liquid
container is put on the table, it has a high ability in
self-standing. The oblique seal lines 9 are formed so as to
extend from a predetermined point on the side edges of the flat
portions to another predetermined point on the lower edge
thereof, passing through a position 19 where the folding lines
formed in the inward end portions 15 of the gusset portions
cross over the bottom seal lines 8. An angle 23 between the
oblique seal line 9 and the bottom seal line 8 is usually set
at approximately 45 degrees.

In the ligquid container according to +the present
invention, since the top seal lines 6 where the front and the
back flat portions are sealed together .by the medium of the
gusset portions are apt to break easily as compared with other

seal lines and other portions, it is preferable that the width

W4 of the top seal lines 6 is enlarged, as shown in FIG. 8, than



container is put on the table, it has a high ability in self-standing. The
oblique seal lines 9 are forned so as to extend from a predeterm ned point
on the side edges of the flat portions to another predeterm ned point on
the | ower edge thereof, passing througfya position 19 where the folding

| fnes fornmed in the inward end portions 15 of the gusset portions cross
over the bottomseal lines 8. An angle 23 between the oblique seal line 9

dthe b | 1d | Iy f
and the botiaaksedl Jf nehd LeatisUahly eaehiBh SRE' GXuMLE Lol dogrees, |1

the Iiquid container accor res ion, e top sea

[ines © wheggothestront apdobenbagkellaLoRoLLLonpaALE goal ef LageLleL by

the medium o € gusset portrons -are ap rea as"tonpared with
other oeal, phls: 90g QANET A HOUsen Lrl e RIS RS 5125 LU pplt O
Che. top seal FRRCESRIET 120 8 Hre) Gfabd et bidn 8 +9E G ashe PaRE Ehve”
over odge 95 BRoCHBRRAL oG | tha & s oRet  AUASTRRLL BULY P RabAPhI P8I o
the axis of  {he contajner body, the pressure P of the content in the |iquid
cont ai ner dﬁég ot ¢ c’&ﬁ Fﬂéa&?%goggm?him% FoP%t hBej PRFRgt
port i on. . andconsequent |y, Lhe, Ll guid contai ner, s prevenied lrom o,
corners 20 of the joining portion 5, and consequently the
liquid container is prevented from generation of pinholes and
breakages at the lower corners 20 thereof. Therefore, stable
gquality of the seal portion is ensured at the upper end portion
including the joining portion 5 and the top seal lines 6 of the
coﬁtainer body 1.
As to the flexible films for the flat’and gusset portions
of the container body, for example, the composite f£ilm 29 as
shown in FIG. 9 is utilized to ensure flexibility of the
container body. The composite film 29 is composed by
laminating a polyester film 25 to be the outermost layer, a
film 26 having a barrier property, a film 27 selected from the
group consisting of polyester films or oriented nylon films,
and .a polyethylene film 28 to be the innermost layer in this
order. More concretely, the composite films listed

hereinafter are preferably utilized.

(1) OPET(l2u4m) / Al(9um) / ON(154m) / PE(60-1204m)

(2) OPET(124m) / Al(9#m) / OPET(124m) / PE(60-1204m)



breakages at the | ower corners 20 thereof. Therefore, stable quality of the
seal portion is ensured at the upper end portion including the joining
portion 5 and the top seal lines 6 of the container body 1. As to the
flexible films for the flat and gusset,portions of the container body, for,.
eXanpl e, the conposite film29 as shown in FIG 9 is utilized to ensure
flexibility of the container body. The conposite film29 is conposed by

lamnating a pebyeepdir (id #uEp /vdifd Pin PUI@SEPCL2 hay P pR( 6oL 1280 hyVi N
a barrier property, a film27 selected fromthe group consisting o
pol yester films or oriented nylon filns, and a polyethylene film28 to be

]'Eihfami;nnfairrsr;):zj Ihg?/e.r I n thi's or der. r Mor e .cpncre'fely, t he co;rpositeAI o
[err]) / ON(15[er ?f’)ga'g‘é%’(‘gﬁf% e %b%é%’éﬁ% ﬁg)aee%g A]ﬁ%{(lglae“]r %"j‘é P

GPET( 12] or P15 PREIBGC 1201 €r 19 thicihase) BEERF HREEL0LL abbreviati one are
or i ented pol yet RFanct | 08 s e i AR e elam. o0'®

The oriented nylop film""PES . The_polyethylene film"EVOH" ; The ethyl ene
/ vinyl alcohol k\‘gopol'y%re ALt oum fgli

"ON" ; The oriented nylon f£ilm
"PE" ; The polyethylene film

"EVOH" ; The ethylene / vinyl alcohol copolymer film

Next, the manufacturing method for the above mentioned
liquid container will be explained. There is described
hereunder regarding the case where the liquid containers are
manufactured one by one, but that method can be adapted to
continuously manufacturing a plurality of liquid containers.
FIG. 10 shows generous operations of one example of the
manufacturing method.

At the beginning, the flexible film is cut into
predetermined dimensions to prepare two films to be the flat
poftions of the container body and two films to be the gusset
portions having a width equal to that of the flat portion. The
pipe-shaped delivery unit is also prepared at the same time.

After the preparing, two films for the fiat portions are
superposed onto and positioned to each other. The films for
the gusset portions are folded back to form the folding lines

extending in the longitudinal direction thereof, and



Next, the manufacturing nmethod for the above nentioned |iquid container

w Il be expl ai ned. There is described hereunder regardi ng the case where
the liquid containers are manufactured one by one, but that nmethod can be
adapted to continuously manufacturing plurality of liquid containers.

FI G* 10 shows generous operations of 0Oré exanple of the manufacturing

nmet hod. At the beginning, the flexible filmis cut into predeterm ned

di mensions to prepare two filnms to be the flat portions of the container

body and t‘FIFeFHERBHLHE PRETRE $be YDA IAEVEIR thaPEsSPe Bt QNS hat
of the flat portion. The pipe-shaped delivery unit is also prepared at the
sane time. 3 Sl RetHPERatPRGSUPREPPFEAEl ¥ idts dpe thet fhak Rensiene SO
super posed onto and positioned to each other. The filnms for the gusset
portions ar@@%tded onder edorsr aft Bee fHllMisndor fbe exsenalipRriirnpare

| ongi tudi nal direction thereof, and subsequently a pair of the folded
filnms for toesigusereed parktithes antesetedgeswerh the. fdgmspobexd thensf¥akg t he
flat portions so that the outer edges of the filns for the gusset portions
are positi @retions Fndrertiedyes pefict hé ihvend ¢nd portions vpgoich @re and
so that a pair of inward end portions which are projected inwardly and
faces opposprejscted brwagldiiy mmd cdacest oppolsidelyl gsee t brogghtotirto
After the above positioning, a pair of films for the gusset portions are

t enpor ari | yedorrted wicch loe Eilbsef bo ¢deh fdtier. :

After the above positioning, a pair of films for the
gusset portions are temporarily bonded to the £ilm for the flat
portion by heat sealing at the predetermined positions on the
films. The heat sealing is conducted , for example, for one
second at 250%C. The temporary bonding stabilizes the
positions of the respective films and the delivery unit at the '
time of the seal work. The side seal lines of the liquid
container may be formed on demand before the temporary bonding.

As shown in FIG. 11, the temporary bonding is usually
conducted at the position which will be the upper portion of
the container body. When the temporarily bonding is conducted,
it is preferable that the heat sealing is carried out while
pressing the seal bar onto the flat portion so as to cross over
the folding lines of the inward end portions 15, so that both
inward end portions 15 of the gusset portions 4 are bonded to
one of films for the flat portions. According to this manner,
the films for any parts and the delivery unit are positio-ned

easily, because the inward end portions 15 of the gusset

portions do not collide with the delivery unit when the



portion by heat sealing at the predeterm ned positions on the filnms. The

heat sealing is conducted , for exanple, for one second at 250[err]. The
tenporary bonding stabilizes the positions of the respective filnms and the
delivery unit at the tine of the seal jyprk. The side seal lines of the

| i‘'qui d container may be fornmed on demand before the tenporary bonding. As
showmn in FIG 11, the tenporary bonding is usually conducted at the

osition which, wi e .t he ortion of the nt aj net._b .. WO t he

F enporaril ya%gﬁ‘\c%%%% L?}sl%&r?dﬁ‘ggg{cﬁaoﬁ tthle§'bsrse‘?tepgﬁl%g°f’h%t E[ ﬁ’eé) %%%ch’%g%ﬂ ng is
carried out,whil r.essi ng, t he seal, bar .onfo the_fl at rtian. s S

crosls ovelrJ H%elcfa %Iegliﬁbailf i ﬂ%@ &oxﬁ:ﬁé.nieﬁrv\&o Yorg® pgﬁcﬁgﬁg I,VIsoc’ilstqﬁgta%‘gt h

i nward end portio 15 of the.gusset rtions 4 ar onded to one of filns
for the f1 b EPRFERE. tAECOPLEREFoUPhE sL Aot PRS T TR T Tokn 1 ST argi et s
and t he del jver nit are sitioned easily,  becayuse the i nward end

Sorti ons. 15EUSTERE, (BRI BorTITRS B TASE B P QP RHoRHD 4519 SIS T ¢
when t he -17- delivery unit .is t near the qQusset portion 4. Ln

par 11 cul ar, OF tReSHq kAt RETEHAS fer BREFTS 5t HERSE: BPEBADEyCEnthe
thereafter the delivery unit is inserted therein and joined thereto, a pair
of gusset pGPREBIRSH BPEY| 2R ARRNDATLELCs 1o 2SN ATRF QT 5t SPO¥: FBns
3a, 3b near_ the_upper openi.ng of the contai ner body as shown in FIG 12.
Therefore, PRPHLCedRe t detdVEra t Welhednder Phanido 8% DOA¥ai AEF1BYdy

durin
g manufacturing the liquid container.

As shown in FIG. 11, it is preferable that the seal
portion 30 of the temporafy bonding has a triangle recess at
the center portion on one side thereof, and each edge 31 of the
recess crosses obliguely over each folding line of the inward
end portions 15 of the films for the gusset portions so that
the sealing area of the seal portion 30 is enlarged toward the
direction of the side portion of the container body. When the
seal portion of the temporary bonding is formed into the above
shape having the recess, the strength of the top seal lines of
the container body against the various impacts, such as an
impact when the container drops down, is increased, and thus
the breakage at the top seal 1lines of the container is
remarkably reduced.

After the temporary bonding, the periphery of the
superposed films is sealed to form the container body which
opens at the upper end thereof. Subsequently, the conduit
portion of the delivery unit is inserted into the inside of the

container body through the upper opening thereof and
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Then, the end portion of the upper o

ng the liquid container. As shown in FIG 11, it is preferable

al portion 30 of the tenporary bonding has a triangle recess at

portion on one side thereof, and each edge 31 of the recess
i quely over each folding ligg of the inward end portions 15 of
or the gusset portions so that the sealing area of the seal
Is enlarged toward the direction of the side portion of the

. seal portio f the t or.ary bondi.ng is forned
§§§1§#§§%d%§59ﬁ81Ph nr?cﬁggget?EPEtﬁgg PR§§%%E’§5é%kPines
i.ner. body_agaj nst th ri ous I cts, such as_an inpact when
Be1dvERe UBMN, 17 St Bt KRR dIPRRT) SPRECT FLOB 1A EREeoRR SAAE=Fop

f the container is remarkably reduced. After the tenporary
§°8¥r F’Bh@?yg‘Bf ‘Ph%"%ﬁb%?ﬁ%‘g SR BAth dnyande @ndo PREEHPRFe OF
g whi.ch o ggf at the upper end thereof. Subsequently, the
% éngﬂlﬁrﬂg) 10Rr §otinithe; gussedr OFHLODG -t hTReRI dBRST ePre
ody through the upper opening thereof and -18- positioned
ROSTEAPE Chrattheh S HRIM RPPIRG A oFhe Heower ey yoadytand sbe at
nd portion of the container body so as to be overlapped with
LRI PO SO LR Heh Aelbreny yrlt Rre heealedetogethesnso
pening of the container body and the
complete the liquid container.

As to the above process, the order of respective steps
can be optionally changed, as long as two films for the gusset
portions are temporarily bonded before the positioning of the
delivery unit. For example, in the above case, the delivery
unit is disposed in the container body after formation of the
container body. However, the following operation may be
conducted. That is, at first, the two films for gusset
portions are positioned on one film for the flat portion to be
temporarily bonded thereto, and secondly the delivery unit and
another film for the flat portion are positi.oned thereon, and
finally the whole periphery of the films is sealed.

As shown in FIG. 2, thus obtained liquid container has
an excellent stability in self-standing when it is displayed
or put on the shelf, because the width Wl of each gusset
portion is made approximately equal to that W2 of each flat
portion so that the sectional view of the container body has an
approximately regularly square shape. Therefore, the liquid

container according to the present invention is utilized as the

container for the beverages, needless to say, alsoutilized for



flange portion of the delivery unit are sealed together to conplete the

| iquid container. As to the above process, the order of respective steps
can be optionally changed, as long as two filnms for the gusset portions are
tenporarily bonded before the positionygg of the delivery unit. For
exanple, in the above case, the delivery unit is disposed in the container
body after formation of the container body. However, the follow ng
operation mag be conduct ed. That_is, at first, the two filnps for gusset
portions ar%2p&SPEi gh’e‘ep%r?%aﬁi Fhe rRfesand ngsyt ther$eres &k SChphFari I y
bonded thereto, and secondly the deli verx unjt and another filmfor the
flat porti oﬁnﬁtﬁaﬁo‘éft?%&}aﬁﬁﬂb@&ﬁ}e&na #i AT VLT OB 5T i phery of the
films is sealed. As shown in FIG 2, thus obtainped,|liquid container has an
excel | ent st abi | i FPTEReIBOrest ¥RG FhGheRCELON_LViBVa9EdtRe PoRrtaineRe
shel f, because the wdth WL of each qusset portion is nade_ approximately
equal to thBPAYPisfaRREexinateby TePHaly Fauange $bet Ltiguidieerainese
cont ai ner body has an approximately regul arly square shape, Therefore, the
liquid cont apﬁ@n%mé@r%ggg excehltent sdahd Litvehn isplfstandineduisalfe
container for the beverages, needless to say, also utilized for -19-
vari ous thi g5 SDSHTES €hdakgssdrineys snane stuairrdthke eontentnehédg of

the glass bottles and plastic containers. Furthernore, when the sectional
vi ew of theredutangethe surface area of the container body. Therefore,

the liquid container according to the present invention has no

bulky shape irrespective of its relatively large volume.



body is approximately regularly square, the liquid container not only has
the excellent stability in self-standing but also can ensures a |l arge inner
space to store the content whil-e reducing the surfacearea of the Tontainer
bady; Therefore, the liquid container agcording to ' tion
has no bul ky shape irrespective of its relatively Iéﬂgm&mfﬁ!}ullnm T 1S
CLAIMED | S: 1. A liquid contgj onprising:. a -shaped cent al ner
body fornmed of a flexible film %e{“f;%p “%MEIPQ#%&) flat portions which
constitute front and back walls and two gusset portions which are fol ded

I nwardly and constitute side walls of the container; and a pipe-shaped
delivery unjt havi .at Jeast a nmouth portion which is forned at an upper
end thereofiand pI}EQ ?‘i@%@%ﬁ%ﬁﬁ@?réﬁangértion of the container body,
and a flange portiqn which is forned bel ow said nouth portion and held at
the upper end por BiRABTINIRRA CONTRINGT PRy frsmesit At thex bl eifdilmyapért i on
between the delivery unit and the container body, wherein, each of said
gusset port FERECRSS G iR F g pexitiers yhighfonstitite Sroadcpndl hack
portion, inward end portions of the two gusset portions which are projected
i nwar dl y of “ghtScBRdaFHer 98889 therr§iracevhich ieret frtded hinvaadde podti on
and the flat portions at _the joining portion. 2. A liquid container
accor di ng te°RFEIFrEe SHee M LRif the container; and

a pipe-shaped delivery unit having at least a mouth

K=

portion which is formed at an upper end thereof and projects
out of an upper end portion of the container body, and a flange
portion which is formed below said mouth portion and held at
the upper end portion of the container body to constitute a
Jjoining portion between the delivery unit and the container
body,

wherein, each of said gusset portions has a width
approximately equal to that of each flat portion, inward end
portions of the two gusset portions which are projected
inwardly of the container body being interposed between the

flange portion and the flat portions at the joining portion.

2. A liquid container according to claim 1, wherein said
delivery unit further has a conduit portion which is formed
below the flange portion and extends inwardly of the container

body.

3. A 1liquid container according to claim 1, wherein both of



del i'very unit further has a conduit portion which is formed below the -

flange portion and extends inwardly of the container | qui d
cont'ai ner according to claim1; wherein both of - ZTﬂmH"m”"EE"wﬂﬂd
pertions of the two gusset portions ar g, di sposed on the same. si sO1 xt'he
fl ange portion. A liquid container according to claim1, wherein

4.
sai d cont ai net b0d§ seal.ed at .each o r .corner tiong .of a bottom

i fou 0
portion thePast r?d[%ea%ﬂ oPFFHPE5H1 ¢ uggseéqu iﬂ‘ég,ge P S Ehd® Prom a
side edge of.the flat pqrtion to.a bottam e thereof. and passes through a
posi ti on whetEPeSe3I A n efisr?é"eois"?ﬁe" u@éeetefq%é’ﬂq BRrgﬁ'&na bottom seal |ine
of the container body cross each other, and is cut off in a trapezoi dal
shape at an outside portions beyond each of oblique seal line and the
bott om seal; line. 5., __Aliquid container accordi r}%l to claim1, wherein
sai d contai fier bodd +534id|ertRineE aRRFdiN YHrLRIM LheVBBFeAPoRgIt0p
seal lines which extend fromthe joining portion outwardly and have a w dth
| ar ger t hanCPRERLIBET PR 1§ sRalkest mtngaﬁﬁeoaf FWMNFPHL BLrtdersdgé fi ne
of each transi.tive portion between a |ower corner of the joining_ portion

and a | onerbPeliem@oxEECR dihanant @l Reehdrh XD SPIAQUR BeepatNesr to

an axis of the container body. 6. A liquid container according to claim
1, wherei n ¥aigh extends from a side edge of the flat portion to a bottom

edge thereof and passes through a position where a folding line
of the gusset portion and a bottom seal line of the container
body cross each other, and is cut off in a trapezoidal shape at
an outside portions beyond each of oblique seal line and the

bottom seals line.

5. A liguid container according to claim 1, wherein said
container body is sealed at the upper end portion thereof along
top seal lines which extend from the joining portion ocutwardly
and have a width larger than that of a seal line forming the
joining portion, an edge line of each transitive portion
between a lower corner of the joining portion and a lower edge
of the top seal line extending substantially parallel to an

axis of the container body.

6. A liquid container according to claim 1, wherein said
flexible film is a composite film composed by laminating a
polyester film to be an outermost layer, a film having a

barrier property, a f£ilm selected from a group consisting of



erX|bIe filmis a conposite filmconposed by Ian1nat|
to be an outernost layer, a filmhaving a barrl er prop Emm\“ “imm}r&“‘ct ed

froma group consisting of pol yester filnms or orlen
d.polyethylene filmto be an innernosted.ayer in this order.

+» and

manuf acturing nmethod for a liquid container provided with a bag shaped
cont ai ner body and a pi pe-shaped delivery unit conprising steps of:
preparing tpelyeskep| €ilimsnert orientedt npboni Hhtmspnandt at pohyétbrienad
back walls of the container body, other two flexible filnms each having a

wi dt h appr ofibmttd peqmainnermostt dbyerfih itier oxdelrat porti on and being to

be gusset portions constituting side walls of the container

body,

and a

pi pe-shaped delivery unit having at |east a nouth portion formed at an
upper end thereof and a flange portion forned bel ow said nouth portion;
super posi ng7t he t o mbnlufactarritrdie melitabdpdet i Nd quidoceathintkirepyrofrdiding
and positioning the two filnms for the gusset portions between said

super posed #iehfal bagfshaped Ebatapoeli bodyi and &tpipetshaphat ekfidery

portions,

in which folding Iines are forned,

contacting @hiedbmerisOAg $EePaE Ot her; positioning the delivery unit

bet ween sai d superposed two filns for the flat portions in a state that the

nout h

preparing two flexible films to be flat portions
coﬁstituting front and back walls of the container body, other
two flexible f£ilms each having a width approximately equal to
that of a film for a flat portion and being to be gusset
portions constituting side walls of the container body, and a
pipe-shaped delivery unit having at least a mouth portion
formed at an upper end thereof and a flange portion formed
below said mouth portion;

superposing the two films for the flat portions onto each
other;

folding and positioning the two films for the gusset
portions between said superposed two films for the flat
portions in a state that both end portions, in which folding
lines are formed, face oppositely in a manner of contacting or
coming close to each other:;

positioning the delivery unit between said superposed
two f£ilms for the flat portions in a state that the mouth
portion of the delivery unit projects out of an upper end
portion of the container body and the flange portion of the

delivery unit is set at the upper end portion of the container

face oppositely in a manner of



portion of the delivery unit projects out of an upper -end-portion of-the

contai ner body and the fl.ange portion of the delivery
upper end portion of the container -23- body; and MW’\H‘!@H??}I"H t he
respectlve films for the flat or gussei-portions and t by
seal ing predeternined portions thereof, wherein each of the fil or the
gusset portions is tenporarily bonded to the filmfor the flat portion

bef ore p05|ht‘?%| ﬁ@‘dt he delivery unit, and each inner end portion, at which
a folding line is formed, of both films for the gusset portions_ is

i nt er posed bet wePPREENG [IAHRITRHEY Gﬁeo?efﬁw%‘??\férl;m%ﬁp? Bhe Brrt®%er end

portion of the filmfor the flat portion. 8. A manufacturing nmethod for
a liquid cavwsgelepontdons wgdtthetﬁailwerymrtebw SRf Hine predefkemmiinedr t her
has a conduit portion extending inwardly of the container body. 9. A
manuf act ur ipartimnedhesreat,l i qui d contai ner according to claim7, wherein
both of said two fol ded and positioned filnms for the gusset portions are
tenporarily bondedhexeimeedchnofothehéilinat £por thengbgsktaposddlonsy iisn a
manner of pressing a seal bar onto the filns so as to cross over the
fol di ng | i nesmpdraticly i bomdedrtohthguisdm fort thas fiatapoapeon pefidaen of
t he contai ner body.

positioning the delivery unit, and

each inner end portion, at which a folding line is
formed, of both films for the gusset portions is interposed
befween the flange portion of the delivery unit and an upper

end portion of the film for the flat portion.

8. A manufacturing method for a liquid container according
to claim 7, wherein said delivefy unit further has a conduit

portion extending inwardly of the container body.

g. A manufacturing method for a liquid container according
to c¢laim 7, whe:fein both of said two folded and positioned
films for the gusset portions are temporarily bonded to the
film for the flat portion by heat sealing in a manner of
pressing a seal bar onto the films so as to cross over the
folding lines of the films for the gusset portions at an upper

portion of the container body.

10. A manufacturing method for a 1liquid container according

to claim 9, wherein said seal bar has a sealing surface which



10. A manufacturing nmethod for a liquid container accerding to clain19
wherein said seal bar has a sealing surface which ri ses
triangle recess at its center portion on one side th ua ”"&ﬁﬁ MHPWHHOf t he
recess crossing obliquely. over the folglng |ines of

gusset portions so that a sealing area Is enlarged tomard a di'rectidn of a
side portion of the container body.

comprises a triangle recess at its center portion on one side
thereof, each edge of the recess crossing obliquely over the
folding lines of the films for the gusset portions so that a
sealing area is enlarged toward a direction of a side portion

of the container body.



