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ROLL  FILM  AND  METHOD  OF  MANUFACTURING  SAME. 

®  A  film  (1)  wound  around  a  core  (2)  and  having 
zipper  teeth  (3),  (4)  of  a  resin  constituting  interlock- 
ing  means  fused  continuously  to  the  film  along  both 
edge  portions  thereof,  the  film  (1)  being  wound  diag- 
onally  around  the  core  (2)  to  form  a  roll  film.  This  roll 
film  can  be  set  in  an  automatic  bag  packing  machine 
without  any  troublesome  operations.  During  a  rewin- 

^Zding  operation,  the  film  turns  smoothly,  so  that  the 
film  can  be  payed  out  at  a  constant  speed.  This 

CM  enables  zipper-carrying  bags  to  be  formed  efficient- 
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ROLL  FILM  AND  ITS  MANUFACTURING  METHOD 

portions  being  displaced  or  offset.  In  other  words,  it 
would  be  impossible  to  roll  the  film  with  a  uniform 
tension  so  that  the  roll  of  film  may  be  supplied  to  a 
high  performance  package  producing  machine  or 

5  an  automatic  package  producing  and  filling  ma- 
chine.  Therefore,  the  roil  in  the  form  of  a  barrel  is 
actually  used,  or  a  low  performance  package  pro- 
ducing  machine  that  is  based  upon  a  supply  of  an 
unstable  fastener  claw  provided  film,  loosely  roiled 

w  at  a  large  thickness  is  used. 
The  roll  that  may  be  supplied  to  the  automatic 

package  producing  and  filling  machine  meets  the 
requirement  that  any  crease  must  be  avoided  be- 
cause  it  is  necessary  to  pay  off  the  film  at  a 

75  constant  tension  and  at  a  constant  supply  rate.  In 
addition,  the  roll  must  meet  the  requirement  that 
the  tension  be  always  kept  constant  in  the  longitu- 
dinal  direction  of  the  film,  and  that  the  roll  film  as  a 
whole  may  smoothly  be  rotated  with  a  good  bal- 

20  ance.  It  has  been  necessary  to  provide  a  roll  film 
for  fastener  provided  packages  or  bags,  which  may 
be  supplied  to  the  automatic  package  or  bag  pro- 
ducing  and  filling  machine. 

TECHNICAL  FIELD  ' 

The  present  invention  relates  to  a  roll  film  onto 
which  fastener  claws,  made  of  resin,  of  an  engage- 
ment  tool  are  melt-attached  in  advance,  which  film 
as  a  whole  is  tensioned  uniformly,  and  to  a  method 
for  producing  such  a  roll  film.  According  to  the 
present  invention,  a  part  of  a  conventional  auto- 
matically  packaging  and  filling  machine  is  modified 
so  that  the  automatic  packaging  and  filling  work 
may  be  performed  at  substantially  the  same  filling 
speed  as  that  of  the  conventional  machine  without 
needs  of  particular  skills. 

BACKGROUND  ART 

There  has  been  proposed  a  conventional  meth- 
od  for  producing  a  film  having  fastener  claws,  as 
shown  in  Japanese  Patent  Examined  Publication 
No.  45-35191,  in  which  male  and  female  claw  dies 
having  discharge  outlets  for  male  and  female  claws 
are  fixedly  arranged  in  a  transverse  direction  of  a 
film  moving  along  bonding  rolls,  and  molten  syn- 
thetic  resin  is  extruded  from  the  male  and  female 
claw  dies  so  that  the  male  and  female  claws  are 
melt-formed  in  parallel  in  the  vicinity  of  the  width 
edges. 

The  fastener  claw  film  produced  according  to 
the  above-described  method  is  two-folded  in  the 
transverse  direction  with  the  male  and  female 
claws  being  engaged  with  each  other.  Under  such 
a  condition,  parts  corresponding  to  a  bottom  edge 
and  side  edges  are  melt-bonded  and  the  film  is 
cut,  thereby  individual  fastener  claw  provided  pack- 
ages.  After  articles  are  filled  into  the  fastenable 
packages,  opening  portions  are  melt-bonded  and 
sealed. 

Also,  Japanese  Patent  Examined  Publication 
No.  48-11981  discloses  a  method  in  which  a  film 
that  is  two-folded  in  the  transverse  direction  and 
has  fastener  claws  is  supplied  and  filled  with  arti- 
cles;  thereafter,  only  part  of  the  fastener  claws  is 
engaged  with  each  other;  after  melt-bonding  in  the 
lateral  direction  and  cutting  work,  the  fastener 
claws  are  fully  engaged  with  each  other  with  upper 
parts  of  the  fastener  claws  being  melt-bonded. 

However,  since  the  above-described  film  is 
provided  with  the  male  and  female  claws  to  in- 
crease  a  thickness  therealong,  the  film  is  non- 
uniformly  raised  when  rolled,  so  that  it  is  impos- 
sible  to  ensure  an  uniform  tension.  Also,  even  if  the 
film  would  be  forcibly  rolled,  since  the  width  of  the 
fastener  provided  portions  is  small,  the  roll  of  film 
would  be  likely  to  be  deformed  with  the  thickened 

25 
DISCLOSURE  OF  INVENTION 

An  object  of  the  invention  is  to  overcome  the 
above-noted  disadvantages.  According  to  the  struc- 

30  ture  of  the  invention,  a  roll  film  wound  around  a 
winding  core  is  characterized  in  that  fastener  claws, 
made  of  resin,  of  an  engagement  tool  are  continu- 
ously  melt-formed  along  both  edge  portions  of  the 
film,  respectively,  and  the  film  is  wound  in  a  ser- 

35  pentine  manner  relative  to  the  winding  core,  and 
the  film  is  further  characterized  in  that  fastener 
claws,  made  of  resin,  of  an  engagement  tool  are 
continuously  melt-formed  along  both  edge  portions 
of  the  film,  respectively,  and  thereafter,  the  film  is 

40  wound  in  a  serpentine  manner  relative  to  the  wind- 
ing  core. 

A  film  used  in  the  present  invention  may  be 
layered  in  a  single  or  plural  layer,  if  the  film  may 
be  such  that  at  least  an  engagement  tool  com- 

45  posed  of  male  and  female  claws,  preferably,  a 
surface  to  be  melt-bonded  with  lead  lines  provided 
outside  of  these  claws  has  a  melt-bondability  with 
molten  synthetic  resin  to  be  extruded  from  the 
male  and  female  claw  dies.  However,  in  order  to 

50  ensure  sealability  of  the  engagement  tool,  it  is 
preferable  to  use  a  laminated  film  made  of  layers 
of  material  that  may  readily  be  thermally  molten, 
such  as  polyethylene,  polypropylene,  ethylenevinyl 
acetate  copolymer  and  material,  having  sealability 
with  the  bondable  material,  such  as  nylon, 
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recess  of  the  female  claw  and  the  engagement  and 
disengagement  thereof  may  be,  repeatedly  per- 
formed. 

It  is  preferable  that  the  configuration  of  the 
5  winding  core  around  which  the  fastener  provided 

film  is  to  be  wound  is  tubular.  If  desired,  a  re- 
inforcement  may  be  lined  onto  an  inner  side  of  the 
winding  core,  and  the  core  in  the  form  of  a  disc 
may  be  used  if  the  film  may  be  smoothly  taken  up 

w  on  or  paid  off  from  the  core. 
It  is  general  to  use  paper  as  a  raw  material. 

However,  in  some  cases,  it  is  possible  to  use 
plastic  or  any  other  material.  In  consideration  of  the 
fact  that  the  now  working  ordinary  automatic  bag 

75  producing  and  filling  machine  is  slightly  modified 
for  the  application  of  the  invention  thereto,  it  is 
preferable  to  roll  the  fastener  provided  film  around 
a  paper  core  for  the  ordinary  usage,  having  a 
module  diameter  of  3-inch,  sometimes  6-inch  or 

20  seldom  an  intermediate  diameter  therebetween. 
Accordingly,  it  is  preferable  that  a  diameter  of  the 
paper  tube  should  include  an  industrially  allowable 
error  width  as  well  as  the  above-described  module 
diameter. 

25  The  present  invention  is  characterized  in  that 
the  above-described  film  is  would  or  rolled  in  a 
serpentine  manner  relative  to  the  above-described 
winding  core.  Since  remarkably  thickened  portions 
usually  exist  when  the  film  is  would  or  rolled  with 

30  the  edges  being  in  alignment  with  each  other,  it  is 
impossible  to  wind  or  roll  the  film  at  a  uniform 
tension.  It  is  therefore  to  propose  to  roll  the  film 
obliquely  relative  to  the  winding  core.  It  is  sufficient 
to  provide  such  a  displacement  or  offset  that  one 

35  fastener  claw  is  not  overlaid  with  the  previously 
wound  fastener  claw.  In  order  to  wind  the  film 
obliquely  relative  to  the  winding  core  in  this  man- 
ner,  it  is  necessary  to  increase  a  width  of  the 
winding  core  larger  than  the  width  of  the  film.  If  the 

40  film  is  would  by  displacing  the  film  to  some  extent 
in  an  oblique  manner,  the  film  edge  lines  will  be  in 
contact  with  one  of  the  edges  of  the  winding  core. 
At  this  time,  the  oblique  direction  is  switched  over 
opposite  to  the  previous  direction  in  an  oblique 

45  manner.  By  repeating  this  winding  operation,  it  is 
possible  to  obtain  the  roll  film  whose  role  direction 
is  reversed  at  an  equal  interval,  that  is,  a  film  which 
has  been  rolled  in  a  serpentine  manner  relative  to 
the  winding  core. 

so  A  length  of  the  winding  core  is  equal  to  or 
larger  than  that  of  the  winding  portion  on  which  the 
film  is  to  be  wound.  The  film  to  be  wound  thereon 
is  of  course  narrower  in  width  than  the  winding 
portion. 

55  When  the  roll  film  according  to  the  present 
invention  is  supplied  to  an  automatically  bag  pro- 
ducing  and  filling  machine,  the  fastener  claws  are 
engaged  with  each  other  without  failure  after  pay- 

vinylidene  polychloride  and  polyester,  for  example. 
Otherwise,  it  is  possible  to  use  a  laminated  sheet 
made  of  metal  foil  such  as  aluminum  foil  and  other 
material  such  as  paper. 

According  to  the  present  invention,  a  part,  in 
the  vicinity  of  the  longitudinal  centerline,  of  the  roll 
film  is  used  as  a  bag  or  package  bottom,  and  male 
and  female  claws  of  the  fastener  are  provided 
along  both  edge  portions  of  the  film  as  an  engage- 
ment  tool.  The  "edge  portions"  mean  parts  located 
at  one  fifth  or  less  of  the  film  width  from  the 
respective  film  edge  lines.  Also,  in  the  same  man- 
ner  as  in  the  ordinary  film  engagement  bag,  the 
film  with  the  engagement  tool  according  to  the 
present  invention  is  provided  for  the  sealed  pack- 
ages  to  be  filled  with  articles.  It  is  therefore  suffi- 
cient  that  the  male  and  female  claws  may  be 
located  if  it  is  possible  to  ensure  the  above-de- 
scribed  melt-bond  width,  an  opening  width  due  to 
the  cut  of  the  melt-bonded  portion  and  an  upper 
extra  width  needed  for  opening/closing  the  fas- 
tener,  from  the  edge  line  of  the  film.  As  a  matter  of 
fact,  the  claw  position  is  at  50  mm  or  less,  more 
preferably,  at  20  to  30  mm  from  the  edge  lines  of 
the  film. 

It  is  preferable  to  provide,  as  a  lead  line,  at 
least  one,  preferably,  two  thickened  linear,  tearable 
portions  that  are  in  parallel  with  each  other  at  an 
interval  near  the  melt-bonded  portion  but  are  sepa- 
rated  by  an  extent  corresponding  to  the  upper 
extra  portion  outside  of  the  fastener  claw.  Further- 
more,  upon  the  production  of  the  bags,  if  a  cutting 
trigger  portion  such  as  a  V-notch  or  an  l-notch  is 
provided  outside  the  thickened  portion,  or  in  the 
intermediate  portion  of  the  two  thickened  portion  (in 
case  of  two  thickened  portions),  the  bag  may  man- 
ually  be  opened  and  at  the  same  time,  the  broken 
line  is  guided  in  parallel  with  the  engagement  line. 
In  addition,  upon  the  opening/closing  operation  of 
the  once  opened  bag,  the  edge  portion  of  the  film 
is  increased  to  ensure  the  stability  of  handing  of 
the  bag.  If  the  lead  line  is  melt-bonded  by  extrud- 
ing  the  resin  for  the  fastener  claws,  the  production 
may  be  simplified.  The  lead  line  may  be  provided 
outside  either  one  of  the  male  and  female  claws  or 
the  lead  lines  may  be  provided  outside  the  male 
and  female  claws,  respectively. 

The  synthetic  resin  forming  the  lead  line  and 
the  male  and  female  claws  may  be  the  same 
material  as  the  material  of  the  film  on  the  side  to 
be  bonded  with  the  lead  line  and  the  male  and 
female  claws  or  may  be  the  material  different  from 
those.  It  is  preferable  to  use  the  material  having  a 
flexibility  and  a  high  bondability  with  the  film  inside 
surface. 

The  configuration  of  the  male  and  female  claws 
for  the  fastener  is  selected  so  that  a  projection  of 
the  male  claw  is  in  intimate  engagement  with  a 
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Fig.  2  is  an  enlarged  cross-sectional  view 
taken  along  the  line  ll-ll  of  Fig.  1; 

Fig.  3  is  an  illustration  of  an  example  of  a  roll 
film  producing  method; 

5  Fig.  4  is  a  perspective  view  as  viewed  in  the 
direction  IV  of  Fig.  3; 

Fig.  5  is  a  perspective  view  as  viewed  in  the 
direction  V  of  Fig.  3;  and 

Fig.  6  is  a  plan  view  of  a  bag  produced  by 
io  .  using  the  film  according  to  the  present  invention. 

ing  off  the  film.  Thereafter,  a  light  pressure  is 
applied  to  the  parts  to  be  engaged  with  each  other 
so  that  such  an  engagement  state  is  continued, 
and  the  film  is  guided  to  form  a  folded  tubular 
shape.  After  this,  in  the  same  manner  as  in  the 
conventional  method,  a  longitudinal  melt-bond  is 
effected  outside  the  fastener  claws,  and  the  lateral 
melt-bond,  cutting,  and  filling  operations  are  re- 
peatedly  performed,  thus  effecting  the  bag  produc- 
tion  and  filling  with  seals  in  a  continuous  manner. 
Furthermore,  it  is  preferable  to  provide  the  film 
pay-off  mechanism  with  means  for  reciprocating  in 
compliance  with  an  interval  at  which  the  film  is 
moved  in  a  serpentine  manner. 

In  the  film  according  to  the  present  invention, 
the  male  and  female  fastener  claws  as  an  engage- 
ment  tool  are  melt-bonded  directly  with  the  film. 
Since  the  fastener  claws  are  provided  in  the  film, 
there  are  locally  and  remarkably  thickened  por- 
tions.  However,  when  the  film  is  wound  around  the 
winding  core,  the  thickened  portions  of  film  which 
are  brought  into  contact  with  each  other  are  not 
overlaid  one  on  another  in  an  oblique  manner,  and 
the  film  oblique  directions  are  switched  over  while 
keeping  a  constant  interval.  Namely,  the  serpentine 
roll  ensures  a  positive  winding  method  in  which  an 
uniform  tension  is  applied  to  the  film  as  a  whole. 
Also,  if  the  fastener  claws  are  provided  on  both 
edges  of  the  film,  the  raised  portions  due  to  the 
thickened  portions  of  the  roll  film  are  dispersed 
rightwardly  and  leftwardly.  As  a  result,  the  roll 
condition  in  which  the  weight  balance  as  a  whole 
may  be  effected.  When  the  roll  film  is  unwound  for 
payoff,  a  smooth  rotation  and  an  equal  speed 
payoff  may  be  effected. 

A  film  would  be  subjected  to  a  slight  strain  due 
to  the  serpentine  roll  relative  to  the  winding  core. 
However,  this  strain  would  be  absorbed  by  the 
flexibility  of  the  film  per  se.  It  is  made  clear  that 
this  does  not  cause  any  actual  problem. 

According  to  the  present  invention,  it  is  possi- 
ble  to  provide  the  fastener  provided  roll  film  into 
the  conventional  automatic  bag  producing  and  fill- 
ing  machine  and  to  operate  it  without  any  com- 
plicated  skill.  When  the  film  is  incorporated  into  the 
automatic  bag  producing  and  filling  machine,  the 
male  and  female  fastener  claws  are  used  as  a 
guide  or  indicator  for  folding  the  film.  Thus,  the 
automatic  bag  production  and  filling  may  effectively 
performed. 

BEST  MODE  FOR  CARRYING  OUT  THE  INVEN- 
TION 75 

Fig.  1  is  a  side  elevational  view  of  the  inven- 
tion,  and  Fig.  2  is  an  enlarged  sectional  view  taken 
along  the  line  ll-ll  of  Fig.  1. 

20  Numeral  1  denotes  a  three-layered  laminated 
film  composed  of  nylon  having  a  thickness  of  20 
microns,  polyethylene  having  a  thickness  of  30 
microns,  and  ethylene-vinyl  acetate  copolymer  hav- 
ing  a  thickness  of  20  microns.  The  film  has  a  width 

25  of  600  mm.  Fastener  claws  are  provided  on  an 
inner  surface  of  the  film.  Fig.  2  shows  a  detail  of 
the  fastener  claws.  Numeral  2  denotes  a  paper 
tube  having  a  module  diameter  of  3  inches,  which 
has  non-wound  portions  at  both  ends  and  on  which 

30  the  film  is  wound  only  on  its  central  portion.  Nu- 
meral  3  denotes  a  male  claw  and  numeral  4  de- 
notes  a  female  claw  engaged  with  the  male  claw  3. 
The  claws  are  melt-formed  at  positions  away  from 
each  edge  lines  by  40  mm.  Since  the  serpentine 

35  width  is  selected  to  60  mm,  the  length  of  the 
winding  portion  is  720  mm. 

When  the  film  1  is  folded  as  indicated  by  the 
arrow  in  Fig.  2,  the  female  claw  will  engage  with 
the  male  claw  from  the  position  indicated  by  the 

40  phantom  line.  As  a  result,  the  position  A  formes  a 
bag  bottom.  Numeral  5  denotes  an  inner  lead  line 
formed  outside  the  male  claw  3,  and  numeral  6 
denotes  an  outer  lead  line  formed  outside  the  inner 
lead  line  5  and  in  parallel  therewith.  Since  the  film 

45  having  such  thickened  portions  are  wound  in  a 
serpentine  manner,  the  thickened  portions  of  the 
male  and  female  fastener  claws  are  raised  at  two 
locations  in  the  form  of  projections  as  shown  in  Fig. 
1.  However,  since  the  male  and  female  fastener 

so  claws  are  provided  at  both  edges,  there  is  a  good 
balance  and  the  tension  is  kept  constant  at  both 
the  locations.  Thus,  it  is  possible  to  pay  off  the  film 
at  a  constant  speed. 

A  method  for  producing  the  roll  film  according 
55  to  the  invention  will  be  explained.  Fig.  3  is  an 

illustration  of  the  method  in  accordance  with  one 
embodiment.  of  the  invention;  Fig.  4  is  a  perspec- 
tive-  view  as  viewed  in  the  direction  IV  of  Fig.  3; 

BRIEF  DESCRIPTION  OF  DRAWINGS 

The  drawings  show  an  embodiment  of  the  in- 
vention; 

Fig.  1  is  a  side  elevational  view; 
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the  molten  synthetic  resin  extruded  from  the  male 
claw  die  7  and  the  female  claw  die  8  are  provided 
somewhat  downstream  of  the  male  claw  die  7  and 
the  female  claw  die  8  so  as  to  be  directed  to  the 

5  bonding  roll  13.  The  molten  synthetic  resin  ex- 
truded  from  the  male  and  female  claw  dies  7  and  8 
is  cooled  by  the  cooling  water  injected  from  the 
water  nozzles  18  and  is  fixed  to  form  the  male  claw 
3  and  the  female  claw  4  and  the  lead  lines  5  and  6. 

w  Air  nozzles  19  for  spraying  and  removing  the 
cooling  water  away  from  the  film  1  are  provided 
opposite  side  of  the  water  nozzles  1  8  with  respect 
to  the  bonding  roll  8  so  as  to  be  directed  in  the 
tangential  direction  with  respect  to  the  bonding  roll 

75  13  downwardly.  Therefore,  the  film  is  taken  up  by 
the  take-up  machine  14  under  the  condition  that 
the  cooling  water  attached  to  the  film  has  been 
removed  therefrom. 

As  shown  in  Fig.  5,  the  take-up  machine  14 
20  has  at  its  lower  end  a  plurality  of  wheels  21  that 

are  reciprocated  on  the  rails  20.  A  shaft  22  extend- 
ing  from  the  body  is  rotated  to  roll  the  film  1  and 
the  body  is  repeatedly  reciprocated,  so  that  the 
film  may  be  wound  in  a  serpentine  manner. 

25  The  film  1  that  has  been  provided  with  the 
male  claw  3  and  female  claw  4  and  the  lead  lines  5 
and  6  is  rolled  somewhat  obliquely,  from  one  end  to 
the  other  end  of  the  winding  portion  of  the  paper 
tube  2.  When  the  end  edge  line  of  the  film  1  is 

30  brought  into  contact  with  the  other  end  portion  of 
the  winding  portion,  the  oblique  direction  is  re- 
versed  so  that  the  film  is  rolled  somewhat  obliquely 
to  the  one  end  of  the  winding  portion.  This  rolling 
operation  is  repeated  in  accordance  with  the  ser- 

35  pentine  winding  method.  In  particular,  since  the 
male  claw  3,  the  female  claw  4  and  the  lead  lines 
5,  6  are  provided  on  side  edge  portions  of  the  film 
1  ,  the  raised  portions  due  to  the  existence  of  these 
thickened  parts  are  formed  as  smooth  projections 

40  as  shown  in  Fig.  1  .  Also,  these  raised  portions  are 
located  on  both  the  right  and  left  side  portions  to 
facilitate  the  balance  of  the  take-up  roll.  Therefore, 
it  is  possible  to  keep  the  tension  constant  when  the 
film  1  is  paid  off,  and  it  is  possible  to  supply  the 

45  film  to  the  high  speed  automatic  bag  producing 
and  filling  machine  located  downstream  of  the  roll 
film. 

The  roll  film  having  the  thus  formed  engage- 
ment  tool  has  a  length  of  500  m  and  a  roll  diameter 

so  of  400  mm.  On  the  other  hand,  according  to  the 
non-serpentine  rolling  method,  the  same  film  hav- 
ing  the  same  length  reaches  the  roll  diameter  o f  
800  mm.  In  addition,  this  roll  is  likely  to  be  de- 
formed  with  non-uniform  tension.  It  would  be  im- 

55  possible  to  perform  a  constant  speed  supply  of  the 
film. 

In  order  to  produce  fastener  provided  bags 
from  the  thus  obtained  fastener  provided  film,  the 

and  Fig.  5  is  a  perspective  view  as  viewed  in  the 
direction  V  of  Fig.  3. 

Numeral  10  denotes  a  material  roll  of  the  film  1 
which  is  rotatably  supported  on  a  material  roll 
support  base  11.  The  film  1  paid  off  from  the 
material  roll  10  is  fed  through  guide  rolls  12a  to 
12c  to  a  bonding  roll  13,  is  passed  from  the  upper 
portion  to  the  lower  portion  of  the  bonding  roll  13 
so  as  to  be  wrapped  around  the  bonding  roll  13, 
and  is  rolled  through  guide  rolls  12d  to  12f  onto  a 
take-up  machine  14. 

A  male  claw  die  7  and  a  female  claw  8  for 
extruding  and  forming  the  male  and  female  claws  3 
and  4  on  the  film  1  that  moves  and  wraps  along  a 
surface  of  the  bonding  roll  13,  respectively,  are 
provided  in  the  vicinity  of  the  material  roll  10  and 
are  arranged  in  parallel  in  the  axial  direction  of  the 
bonding  roil  13.  As  shown  in  Fig.  4,  the  male  claw 
die  7  and  the  female  claw  die  8  are  provided, 
respectively,  in  the  vicinity  of  side  edges  of  the  film 
1  that  moves  so  as  to  wrap  around  the  bonding  roll 
13.  The  male  claw  die  7  and  the  female  claw  die  8 
have  extruder  ports  for  the  male  and  female  claws, 
respectively,  and  lead  line  extruder  ports  outside 
the  claw  extruder  ports  (on  the  side  of  the  edge 
line  of  the  film).  (The  lead  line  extruder  ports  are 
not  shown  in  Fig.  4.)  These  lead  line  extruder  ports 
are  used  for  extruding  and  forming  the  two  lead 
lines  outside  the  male  claw  3.  Although,  in  this 
embodiment,  the  two  lead  lines  are  provided  only 
on  the  side  of  the  male  claw  extruder  port,  it  is 
possible  to  provide  the  lead  lines  outside  the  male 
and  female  fastener  claws.  Also,  it  is  sufficient  to 
provide  a  single  lead  line. 

The  male  claw  die  7  and  the  female  claw  die  8 
are  mounted,  respectively,  on  die  holders  15  that 
are  movable  in  the  axial  direction  of  the  bonding 
roll  13.  A  flexible  hose  16  is  connected  at  one  end 
to  each  of  the  die  holders  15.  The  flexible  hoses  16 
are  used  to  feed  molten  synthetic  resin  from  a 
distributor  17  to  the  male  and  female  claw  extruder 
ports.  An  extruder  is  connected  to  the  extruder  17 
so  that  the  molten  synthetic  resin  extruded  from 
the  extruder  is  supplied  to  the  male  and  female 
dies  7  and  8  through  the  flexible  hoses  16  by  a 
metering  pump. 

Referring  back  to  Fig.  3,  the  bonding  roll  13  is 
drivingly  rotated  to  guide  the  movement  of  the  film 
1  and  to  preheat  the  film  1  in  order  to  enhance  the 
molten  bonding  condition  between  the  film  1  and 
the  male  and  female  claws  3,  4  and  lead  lines  5,  6 
to  be  extruded  and  formed.  This  preheating  may 
be  performed  over  the  entire  width  of  the  film. 
However,  it  is  sufficient  to  perform  the  preheat  at 
least  the  parts  of  the  film  1  onto  which  the  male 
claw  3,  the  female  claw  4  and  the  lead  lines  5  and 
6  are  melt-bonded. 

Water  nozzles  18  for  injecting  cooling  water  to 
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2.  The  roll  film  according  to  Claim  1,  wherein 
said  engagement  tool  is  composed  of  at  least  male 
and  female  claws,  and  a  surface  of  said  film  to  be 
melt-bonded  with  these  claws  has  a  melt-bondabil- 

5  ity  with  molten  synthetic  resin  extruded  from  male 
and  female  claw  dies. 

3.  The  roll  film  according  to  Claim  1,  wherein 
both  edge  portions  where  the  engagement  tool  is 
provided  are  located  at  portions  away  from  the 

io  respective  edge  lines  of  the  film  by  one  fifth  or  less 
of  a  width  of  the  film. 

4.  The  roll  film  according  to  Claim  1,  wherein 
said  winding  core  is  in  the  form  of  a  tube  and  is 
made  of  material  such  as  paper  or  plastic,  and  its 

75  winding  portion  is  longer  than  a  width  of  the  film 
width. 

5.  A  roll  film  rolled  around  a  winding  core, 
wherein  resin  made  fastener  claws  are  melt-bon- 
ded  continuously  along  both  edges  of  said  film;  at 

20  least  one  or  two  thickened  portions  that  are  spaced 
from  each  other  for  keeping  a  thin  tearable  portion 
are  formed  as  a  lead  line  away  from  and  outside 
said  fastener  claws  by  an  extra  portion;  and  said 
film  is  wound  around  said  winding  core  in  a  ser- 

25  pentine  manner. 
6.  The  roll  film  according  to  Claim  5,  wherein 

cutting  start  means  including  a  V-notch  or  an  I- 
notch  is  provided  between  said  two  thickened  por- 
tions. 

30  7.  The  roll  film  according  to  Claim  5,  wherein 
said  lead  line  is  formed  outside  either  one  or  both 
of  said  claws. 

8.  The  roll  film  according  to  Claim  5,  wherein 
said  lead  line  is  made  of  synthetic  material  that  is 

35  the  same  as  or  different  from  material  of  the  film 
melt-bonded  together  with  said  claws,  said  material 
of  the  lead  line  having  a  flexibility  and  a  bondability 
with  an  inner  surface  of  said  film. 

9.  A  method  for  manufacturing  a  roll  film,  com- 
40  prising  the  steps  of:  melt-bonding  continuously 

resin-made  fastener  claws  of  an  engagement  tool 
along,  both  edges  of  the  film,  and  thereafter,  wind- 
ing  the  film  on  a  winding  core  in  a  serpentine 
manner. 

45  10.  A  method  for  manufacturing  a  roll  film, 
comprising  the  steps  of:  melt-bonding  continuously 
resin-made  fastener  claws  of  an  engagement  tool 
along  both  edges  of  the  film,  simultaneously  there- 
with  melt-bonding  lead  lines  by  extruding  resin, 

so  and  thereafter,  winding  the  film  on  a  winding  core 
in  a  serpentine  manner. 

fastener  provided  film  is  paid  off  and  is  two-folded 
in  the  transverse  or  widthwise  direction  to  engage 
the  male  and  female  claws.  Subsequently,  the  por- 
tion  outside  the  fastener  claws,  that  is,  the  portion 
where  the  upper  melt-fixture  portion  9  is  formed  is 
longitudinally  melt-fixed  to  form  a  tubular  bag.  The 
filling,  the  lateral  bonding,  and  the  cutting  are  re- 
peatedly  effected,  so  as  to  produce  fastener  pro- 
vided  sealed  bag  filled  with  articles. 

The  used  automatic  bag  producing  and  filling 
machine  was  modified  so  that  the  pay-off  machine 
of  the  conventional  automatic  bag  producing  and 
filling  machine  might  be  reciprocated  in  the  axial 
direction  in  synchronism  with  the  serpentine  move- 
ment  of  the  film  and  the  film  might  be  always 
supplied  without  any  deformation. 

When  such  a  machine  was  used  to  supply  the 
roll  film  according  to  the  invention,  it  was  possible 
to  continuously  produce  the  fastener  provided  bags 
filled  with  the  articles,  as  shown  in  Fig.  6.  By  using 
this  film  and  the  machine,  it  was  possible  to  pro- 
duce  the  fastener  provided  bag  filled  with  articles 
at  a  high  speed  with  a  stability  and  positional 
accuracy  in  folding  position  and  with  a  positive 
engagement  between  the  male  and  female  fastener 
claws.  In  Fig.  6,  numerals  31  and  32  shown  the 
side  melt-bonded  portions,  and  numeral  9  denotes 
the  upper  melt-bonded  portion.  Numeral  33  de- 
notes  a  V-notch.  When  the  upper  portion  was 
drawn  for  opening,  the  tear  was  started  from  this 
notch  portion  and  was  guided  by  the  inner  and 
outer  lead  lines  5  and  6  to  obtain  a  straight  open- 
ing  line. 

According  to  this  embodiment,  the  bag  bottom 
is  simply  two-folded.  However,  it  is  possible  to 
provide  creases  to  perform  a  gazette  fold. 

INDUSTRIAL  APPLICABILITY 

The  roll  film  with  the  fastener  claws  according 
to  the  invention  may  be  used  in  the  normal  auto- 
matic  bag  producing  and  filling  machine  with  a 
slight  modification.  It  is  possible  to  continuously 
perform  the  bag  production,  filling  and  sealing  by 
melt-bonding  the  portion  outside  the  fastener  claws 
of  the  roll  film  in  the  longitudinal  direction  and 
repeating  the  lateral  melt-bonding,  the  cutting  and 
filling. 

Claims 

1.  A  roll  film  rolled  around  a  winding  core, 
wherein  resin  made  fastener  claws  of  an  engage- 
ment  tool  are  melt-bonded  continuously  along  both 
edges  of  said  film,  and  said  film  is  wound  in  a 
serpentine  manner  relative  to  said  winding  core. 
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