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Description

TECHNICAL FIELD

[0001] This invention relates to a film-shaped pouring
nozzle made from a packaging laminate film with a lam-
inate structure of not less than three layers comprised of
a base film layer and non-oriented sealant layers lami-
nated on front side and rear side thereof and being ex-
cellent in the tear opening property by forming a tear-
inducing flaw in a predetermined opening position, and
a method of forming a tear-inducing flaw in the packaging
laminate film.

RELATED ART

[0002] Patent Document 1 discloses a film-shaped
pouring nozzle and a method of forming a tear-inducing
flaw for forming a pouring port in the pouring nozzle.
[0003] The feature of this prior art lies in that when a
tear-inducing flaw for forming an opening port for pouring
a packed material is formed in a base film layer in a lam-
inate plastic film with a laminate structure comprised of
a base film layer and sealant layers laminated on both
surfaces of the base film layer, a plastic film having an
absorbance rate to a laser beam higher than that of the
sealant layer is used as the base film layer and the laser
beam is irradiated to a predetermined tearing position in
the packaging laminate plastic film and absorbed only by
the base film layer to cause sublimation, dissipation or
elimination to thereby form a tear-inducing flaw.

PRIOR ART DOCUMENT

PATENT DOCUMENT

[0004] Patent Document 1: JP-A-2015-71455
[0005] Further film-shaped pouring nozzles are known
from JP 2012 162294 and JP 2005 015029. A tearable
laminate film is known from EP 2 522 595.

SUMMARY OF THE INVENTION

TASK TO BE SOLVED BY THE INVENTION

[0006] In the above prior art, the tear-inducing flaw is
formed by irradiating the laser beam to the predetermined
tearing position of the packaging laminate film and sub-
limating only the base film layer to thereby weaken the
base film layer as a supporting base material. However,
as shown in FIG.4, the base film layer 2 comes into an
inflated state associated with the sublimation or the like,
and hence one of the sealant layers 4 laminated on the
base film layer 2 causes a stretching deformation and is
separated from the base film layer 2 to form a cavity 5.
When the packaging laminate film 1 is teared along the
thus formed tear-inducing flaw 6 with hands and fingers,
tearing force can be reduced by weakening of the base

film layer 2, but there is a problem that it is unavoidable
to cause the stretching deformation or the like of the seal-
ant film 4 separated from the base film layer 2 as men-
tioned above, and as a result, fluffing is easily caused in
a tearing end face or the like due to the deformed portion
and the liquid as a packed material is adhered to the fluffs
to bring about the lowering of a liquid draining property
and cause contamination of an outer vessel and so on.

SOLUTION FOR TASK

[0007] This invention is made for solving the above
task and an object thereof is to provide a pouring nozzle
made from a packaging laminate film which is excellent
in the tear opening property and improves the lowering
of a liquid draining property during the pouring, and a
method of forming a tear-inducing flaw for opening in the
packaging laminate film preferably used in a package
bag or the like for storing and keeping a liquid packed
material.
[0008] The invention is a pouring nozzle made from a
packaging laminate film with a laminate structure of not
less than three layers comprised of a base film layer and
non-oriented sealant layers laminated on front and rear
surface sides of the base film layer and having a pouring
path at its center portion, characterized in that a tear-
inducing flaw is formed by irradiating a laser beam across
the pouring path and to a position where a portion of at
least one of the non-oriented sealant layers on the front
and rear surface sides of the base film layer is displaced
by pushing.
[0009] In the pouring nozzle according to the invention,
the followings can provide more preferable solution
means:

(1) the non-oriented sealant film in an outer surface
side of the pouring nozzle is displaced by pushing
aside;
(2) the base film layer is made of polyester film (here-
inafter referred to as "PET film"), nylon film (herein-
after referred to as "NY film") or ethylene vinyl alcohol
copolymer film (hereinafter referred to as "EVOH
film") and the non-oriented sealant layer is made of
polyethylene film (hereinafter referred to as "PE
film"), polypropylene film (hereinafter referred to as
"PP film"), ionomer film (hereinafter referred to as
"IO film" or ethylene vinyl acetate copolymer film
(hereinafter referred to as "EVA film");
(3) a width of the tear-inducing flaw is a range of
50-500 mm;
(4) a width of the portion displaced by pushing in the
non-oriented sealant layer is a range of 100-3000
mm;
(5) a thickness of the base film layer in a position of
forming the tear-inducing flaw is not more than 1/3
of a thickness of the other position of the base film
layer not forming the tear-inducing flaw;
(6) a remaining thickness of the portion displaced by
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pushing in the non-oriented sealant layer from the
base film layer is a range of 0-10 mm.

[0010] Further, the invention is a method of forming a
tear-inducing flaw in a packaging laminate film with a
laminate structure of not less than three layers comprised
of a base film layer and non-oriented sealant layers lam-
inated on front and rear surface sides of the base film
layer, characterized in that at least one of the non-orient-
ed sealant layers on the front and rear surface sides is
preliminarily displaced by pushing at a predetermined
forming position of a tear-inducing flaw and thereafter a
laser beam is irradiated at a position corresponding to a
portion displaced by pushing to cause sublimation, elim-
ination or evaporation of only the base film layer to there-
by form a tear-inducing flaw.
[0011] In the method of forming a tear-inducing flaw
according to the invention, the followings can provide
more preferable solution means:

(1) the tear-inducing flaw is provided at a predeter-
mined opening position of a pouring nozzle made
from the packaging laminate film;
(2) the base film layer has an absorption rate to a
laser beam higher than that of the non-oriented seal-
ant layer;
(3) the laser beam is carbon dioxide laser or YAG
laser;
(4) the non-oriented sealant layer is displaced by
pushing with a rotating roller under heating or at room
temperature, or a pressure plate under heating or at
room temperature;
(5) a heating temperature of the rotating roller or the
pressure plate is higher than a softening temperature
of the non-oriented sealant layer;
(6) a remaining thickness of the non-oriented sealant
layer displaced by pushing from the base film layer
is a range of 0-10 mm.

EFFECT OF THE INVENTION

[0012] In the pouring nozzle made from the packaging
laminate film according to the invention, at least one of
the non-oriented sealant layers laminated on the front
and rear surface sides of the base film layer is displaced
by pushing and the laser beam is irradiated to a position
displaced by pushing to sublimate, eliminate or evapo-
rate only the base film layer, whereby a tear-inducing
flaw is formed based on the thinning, weakening and so
on of the base film layer as a support base material. In
the invention, therefore, the pouring port of the pouring
nozzle can be opened simply by tearing with fingers in
the position of the tear-inducing flaw extending across
the pouring path, while the non-oriented sealant layer is
not stretched with the tearing because the non-oriented
sealant layer laminated on the base film layer is previ-
ously displaced by pushing, and hence there is no fear
in the occurrence of the fluffing or the like and the dete-

rioration of the liquid draining property.
[0013] When the base film layer is made of one of PET
film, NY film and EVOH film and the non-oriented sealant
film is made of one of PE film, PP film, IO film and EVA
film, the absorption rate of the base film layer to the laser
beam can be easily raised as compared to that of the
non-oriented sealant layer preliminarily displaced by
pushing as mentioned above and hence the liquid drain-
ing property can be more improved.
[0014] In the pouring nozzle according to the invention,
the packaging laminate film constituting the pouring noz-
zle has a laminate structure of three layers composed of
the base film layer and the non-oriented sealant layers
laminated on the front and rear surface sides of the base
film layer, so that the irradiation of the laser beam to the
base film layer can be performed by displacing the non-
oriented sealant layer by pushing without considering a
middle layer, a vapor-deposited layer, an adhesive layer
and so on, and the formation of the tear-inducing flaw is
easy.
[0015] The width of the tear-inducing flaw in the base
film layer is preferably a range of 50-500 mm, more pref-
erably a range of 100-200 mm. In this case, the film-
shaped pouring nozzle can be tear-opened along the
tear-inducing flaw accurately with small force, so that the
teared end face becomes sharp and there is no fluffing.
[0016] When the tear-inducing flaw is preliminary
formed at each required position of the front and rear
packaging laminate films and then the front and rear lam-
inate films are superposed so as to overlap the tear-in-
ducing flaws with each other and their peripheral edge
portions are joined by fusion, the width of the tear-induc-
ing flaw is preferable to be not less than 50 mm for re-
moving the superposition error of the two laminate films
and the influence of heat strain or the like by the fusion.
On the other hand, when the width of the tear-inducing
flaw exceeds 500 mm, the tearing strength becomes too
low and there is a fear of causing an unintended burst,
breakage or the like of the bag.
[0017] When the width of the portion displaced by
pushing in the non-oriented sealant layer is a range of
100-3000 mm, more preferably 200-1000 mm, the easy
tearing can be ensured sufficiency while maintaining the
required properties together with the base film layer.
[0018] In other words, if the width displaced by pushing
is less than 100 mm, it is impossible to accurately specify
the position of forming the tear-inducing flaw by the laser
irradiation, while if it exceeds 3000 mm, the volume of
the non-oriented sealant layer displaced by pushing is
too large, and hence the film thickness on both sides of
the portion displaced by pushing becomes too large.
[0019] The tear-inducing flaw is preferable to be a con-
tinuous or intermittent thin-thickness portion of the base
film layer extended linearly or curvedly. The shape of the
tear-inducing flaw can be selected linearly, curvedly,
curved-linearly or the like as required, and the tear-in-
ducing flaw formed by the thin-thickness portion is pref-
erable in view of securing the easy tearing with hands
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and fingers.
[0020] In this case, it is preferable to form the tear-
inducing flaw at a distance of not less than 1.0 mm sep-
arated from the peripheral joining edge portion of the
packaging laminate film for avoiding an unintended open-
ing of the package bag during handling or the like.
[0021] The thickness of the portion forming the tear-
inducing flaw in the base film layer is preferable to be not
more than 1/3 of the thickness of the other position not
forming the tear-inducing flaw in the base film layer in
view that the required properties are developed suffi-
ciently in the base film layer and the easy tearing can be
ensured as expected.
[0022] When the remaining thickness of the non-ori-
ented sealant layer from the base film layer after the dis-
placement by pushing on the irradiation side of the laser
beam from is a range of 0-10 mm, it is possible to effec-
tively destroy the non-oriented sealant layer having a low
absorption rate by irradiating the laser beam to the base
film layer. Therefore, there is no possibility that the non-
oriented sealant layer laminated on the base film layer
is separated away from the base film layer due to the
stretching deformation by the irradiation of the laser
beam, and the liquid draining property can be greatly
improved by effectively preventing the teared surface
from fluffing or the trapping of the liquid material in the
package bag thereto.
[0023] When the non-oriented sealant layer located on
the outer surface side of the pouring nozzle is displaced
by pushing, there is a merit that the pouring nozzle can
be easily manufactured. Moreover, the non-oriented
sealant layer located on the inner surface side of the pour-
ing nozzle and strongly laminated on the base film layer
can be teared easily without stretching in the tearing of
the base film layer and droplets trapped to the teared end
face are sufficiently small and eventually sucked into the
pouring nozzle, so that there is no problem of causing
contamination of the surroundings with the droplets.
[0024] In the method of forming the tear-inducing flaw
for opening in the packaging laminate film preferably
used in the package bag or the like for filling a liquid
material, the non-oriented sealant layer including or not
including a middle layer, adhesive layer, water-repellent
layer and so on in the vicinity of the predetermined tearing
position is displaced by pushing under heating or at room
temperature prior to the irradiation of the laser beam to
the oriented or non-oriented base film layer to sublimate,
eliminate or evaporate only the base film layer. According
to this method, the non-oriented sealant layer is not sep-
arated from the base film layer due to the stretching de-
formation associated with the sublimation or the like of
the base film layer as in the prior art, and the occurrence
of the fluffing at the teared end face resulting from the
stretching of the non-oriented sealant layer can be sup-
pressed effectively to improve the liquid draining proper-
ty.
[0025] And also, the forming method of the invention
can be preferably applied to the formation of the tear-

inducing flaw in the predetermined opening position of
the pouring nozzle made from the packaging laminate
film.
[0026] According to this forming method of the tear-
inducing flaw, since the base film layer as a support base
material is thinned or weakened in the predetermined
opening position of the package bag and so on made
from, the packaging laminate film, the tear-inducing flaw
can be teared easily with hands and fingers. Moreover,
when the non-oriented sealant layer laminated, for ex-
ample, on the front surface side of the base film layer is
displaced by pushing, the non-oriented sealant layer on
the rear surface side remains as it is, but the non-oriented
sealant layer is strongly laminated onto the base film lay-
er, so that it is teared integrally therewith without stretch-
ing with an excellent tearing property of the base film
layer and hence the fluffing is not generated in the teared
end face.
[0027] When the base film layer is sublimated, elimi-
nated or evaporated by the irradiation of the laser beam,
the non-oriented sealant layer remaining in the position
displaced by pushing and so on are broken absolutely
under a small absorption rate to the laser beam, so that
there is no fear of causing the fluffing in the tearing due
to the stretching deformation of the non-oriented sealant
layer (the separation from the base film layer), and it is
possible to effectively eliminate the lowering of the liquid
draining property.
[0028] When the base film layer is made of one of PET
film, NY film and EVOH film and the non-oriented sealant
film is made of one of PE film, PP film, IO film and EVA
film, the absorption rate of the base film layer to the laser
beam can be raised simply as compared to that of the
non-oriented sealant layer previously displaced by push-
ing, whereby the liquid draining property can be improved
more.
[0029] The carbon dioxide gas laser or YAG laser is
preferable to be used as a laser beam irradiation oscil-
lation device because of a high efficiency and a high out-
put.
[0030] Incidentally, a laser wavelength for forming the
tear-inducing flaw in the base film layer is preferable to
be a range of 9.0-11.5 mm, more preferably 9.3-10.6 mm
in case of the carbon dioxide gas laser, and a range of
0.3-3.0 mm, more preferably 0.5-1.0 mm in case of the
YAG laser. Moreover, the laser wavelength is preferable
to be selected properly in accordance with conditions
such as the composition, thickness and nerve of the pack-
aging laminate film and the variety of the material to be
packed and so on.
[0031] The displacement by pushing in the non-orient-
ed sealant film which may include a middle layer, a vapor-
deposited layer, an adhesive layer, a water-repellent lay-
er and so on is preferable to be performed with a rotating
roll under heating or at room temperature or with a press-
ing plate under heating or at room temperature in accord-
ance with the variety of the non-oriented sealant layer
and so on in view of increasing the efficiency and securing
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the volume of the displacement by pushing. And also,
the volume of the non-oriented sealant layer displaced
by pushing can be kept properly when the heating tem-
perature of the rotating roll or the pressing plate is made
higher than the softening temperature of the non-oriented
sealant layer.

BRIEF DESCRIPTION OF THE DRAWINGS

[0032]

FIG. 1(a) is a cross sectional view illustrating a state
of displacing a non-oriented sealant layer by pushing
in a predetermined tearing position of a packaging
laminate film having a three-layer laminate structure
and FIG. 1(b) is a cross sectional view illustrating a
state of irradiating a laser beam in a position dis-
placed by pushing and FIG. 1(c) is a cross sectional
view illustrating a state of forming a tear-inducing
flaw in a PET film as a base film layer by irradiating
a laser beam.
FIG. 2 is a view showing absorption spectra of a PET
film and a PE film to a laser beam, respectively.
FIG. 3 is a plane view illustrating a joining example
in a film-shaped pouring nozzle according to the in-
vention.
FIG. 4 is a cross sectional view illustrating a pack-
aging laminate film of the prior art.

EMBODIMENTS FOR CARRYING OUT THE INVEN-
TION

[0033] An embodiment in the method of forming a tear-
inducing flaw in a packaging laminate film according to
the invention will be described with reference to the draw-
ings.
[0034] FIG. 1 is a view explaining a method of forming
a tear-inducing flaw in a packaging laminate film 1 having
a three-layer laminate structure. FIG. 1(a) is a cross sec-
tional view illustrating a state of displacing a non-oriented
sealant layer by pushing in a predetermined tearing po-
sition of the packaging laminate film having the three-
layer laminate structure, and FIG. 1(b) is a view illustrat-
ing a state of irradiating a laser beam to a position dis-
placed by pushing and FIG. 1(c) is a cross sectional view
illustrating a state of forming a tear-inducing flaw in a
PET film as a base film layer by irradiating a laser beam.
[0035] The packaging laminate film 1 having the three-
layer laminate structure comprises a PET film as a ther-
moplastic axially or biaxially oriented or non-oriented
base film layer 2 and non-oriented sealant layers 3, 4
laminated directly onto the both surfaces of the base film
layer 2.
[0036] As shown in FIG. 1(a), at least one of a front
side and a rear side of the non-oriented sealant layers
3, 4 located on the front and rear surface sides, or the
non-oriented sealant layer 4 in FIG. 1(a) is first displaced
by pushing under heating and pressing in a position cor-

responding to a predetermined place of a tear-inducing
flaw formed in the PET film as the base film layer 2 with
a rotating roll (not shown) heated, for example, to a range
of 80-140°C, whereby a displaced portion 12 is formed.
[0037] Thus, the non-oriented sealant layer 4 is pushed
aside in a range of 100-3000 mm, preferably 200-1000
mm in the displaced portion 12, in which a remaining thick-
ness D of the non-oriented sealant layer 4 from the base
film layer 2 is, for example, about 0-10mm and becomes
at a thin state or almost disappeared state.
[0038] Thereafter, laser beams irradiated from a laser
oscillation device 20 are focused to the displaced portion
12 by a condenser 21 as shown in FIG. 1(b). As shown
in FIG. 1(c), the base film layer 2 in the displaced portion
12 by the irradiation of the laser beam is weakened by
sublimation, elimination or evaporation to form a tear-
inducing flaw 6 at a width of 50-500 mm, preferably
100-200 mm.
[0039] Moreover, the heating temperature of the rotat-
ing roll or the pressing plate for displacing the non-ori-
ented sealant layer 3, 4 by pushing is made to not lower
than a softening temperature of the non-extended seal-
ant layer, whereby the non-oriented sealant layer 3, 4
can be displaced by pushing at an appropriate volume.
For example, when the non-oriented sealant film 3, 4 is
PE film, the softening temperature is about 80-90°C and
the melting temperature is about 110-140°C, so that it is
preferable to use the rotating roll or the pressing plate
heated to a range of 80-140°C.
[0040] In this case, the width of the displaced portion
12 in the non-oriented sealant layer 3 (width between top
portions) is 100-3000 mm, more preferably 200-1000 mm.
When the width is less than 100 mm, it is impossible to
accurately specify the forming position of the tear-induc-
ing flaw 6 by the irradiation of the laser beam, while when
it exceeds 3000 mm, the volume of the non-oriented seal-
ant layer 3 displaced becomes too large and the film thick-
ness on both sides of the displaced portion 12 becomes
too large.
[0041] The width of the tear-inducing flaw 6 in the base
film layer 2 is preferable to be not less than 50 mm in
consideration with an error in the superposition and an
influence of heat strain or the like in the heat sealing when
the two packaging laminate films are superposed so as
to always and surely overlap a tear-inducing flaw 6 on
the front side and a tear-inducing flaw 6 on the rear side.
On the other hand, it is preferable to be not more than
500 mm considering the tearing force, deterioration of the
physical properties, burst and breakage of the bag and
so on.
[0042] As the base film layer 2 having a high absorption
rate to the laser beam can be used NY film layer and
EVOH film layer in addition to the PET film layer. As the
non-oriented sealant layer 3, 4 having a low absorption
rate to the laser beam can be used PET film layer, PP
film layer, IO film layer and EVA film layer.
[0043] As the laser beam oscillation device 20, a car-
bon dioxide gas laser or a YAG laser is preferable be-
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cause of its high efficiency and high output.
[0044] The laser wavelength of the carbon dioxide gas
laser is preferable to be a range of 9.0-11.5 mm, more
preferably 9.3-10.6 mm, and the wavelength of the YAG
laser is preferable to be a range of 0.3-3.0 mm, more
preferably 0.5-1.0 mm. Moreover, the laser wavelength
can be selected properly in accordance with the compo-
sition, thickness and nerve of the packaging laminate film
1, the variety of material to be packed and so on.
[0045] FIG. 2 is a view showing laser beam absorption
spectra of the oriented or non-oriented PET film layer
and the non-oriented PE film layer, respectively. It can
be seen from this figure that the absorption rate of the
PET film layer as the base film layer 2 is much higher
than that of the PE film layer as the non-oriented sealant
layers 3, 4.
[0046] FIG. 3 is a plane view illustrating an embodi-
ment of the pouring nozzle 7 made from the packaging
laminate film according to the invention.
The pouring nozzle 7 has a three-layer laminate structure
of a thermoplastic oriented or non-oriented PET film layer
as the base film layer 2 and the non-oriented sealant
layers 3, 4 laminated on both sides thereof wherein a thin
and flat packaging laminate film is folded in a half width
or two packaging laminate films are superposed and the
opposed non-oriented sealant layers 3 are joined to each
other at an outer peripheral portion other than a base
portion of the laminate film as shown by hatching in the
figure with a width of 0.05-3.0 mm, more preferably
0.1-1.0 mm without generating wrinkles to define a pour-
ing path 9 in a central portion of the laminate film.
[0047] The pouring nozzle 7 is preferable to have a
self-seal non-return function preventing the invasion of
ambient air into an interior of a package bag body 8 by
interposing a thin film of a liquid packed material in the
pouring path 9 formed between the non-oriented sealant
layers 3 mutually opposed on the inner surface side.
[0048] The required tear-inducing flaw 6 extending
across the pouring path 9 can be formed in the pouring
nozzle 7 by displacing the non-oriented sealant layer 4
on the outer surface side at a predetermined tearing po-
sition of the non-oriented sealant layer 4 over a top dis-
tance of 100-3000 mm, preferably 200-1000 mm with the
cooperation of the rotating roll heated to about 80-140°C
and the pressing plate supporting the non-oriented seal-
ant layer 3 on the inner surface side at room temperature,
and irradiating laser beams to the predetermined tearing
position of the pouring nozzle 7 under solidification of the
non-oriented sealant layer 4 to sublimate, eliminate or
evaporate only the base film layer 2.
[0049] In the film-shaped pouring nozzle 7 according
to the invention, it is preferable to displace only the non-
oriented sealant layer 4 on the outer surface side shown
in FIG. 1 by pushing in advance as mentioned above.
[0050] The width of the tear-inducing flaw 6 in the PET
film layer as the base film layer 2 is preferable to be a
range of 50-500 mm, more preferably 100-200 mm as
previously mentioned.

[0051] Such a film-shaped pouring nozzle 7 is fusion-
joined simply, rapidly and surely at a state of protruding
from an upper portion to a side or from a top portion to
an upper portion of a package bag body 8 by fusing the
non-oriented sealant layer 4 on the outer surface side of
the pouring nozzle 7 at its base end portion to a non-
oriented sealant layer on the inner surface side of the
package bag body 8, for example, by heat sealing to
thereby constitute a package bag 11. The pouring of the
liquid material filled and packed in the package bag 11
can be performed by tearing off the tip side with hands
and fingers along the tear-inducing flaw 6 provided in the
vicinity of the tip of the pouring nozzle 7.
[0052] In the forming position of the tear-inducing flaw
6 provided disposed in the vicinity of the tip of the pouring
nozzle 7, the base film layer 2 as the support basis ma-
terial is thinned or the like by the sublimation or the like
through the irradiation of the laser beam, so that the tear-
ing force necessary for opening the pouring nozzle 7 can
be made small sufficiently and the fluffing cannot be
caused by the tearing trace of the base film layer 2. There-
fore, the base film layer 2 in the opening position can be
made smooth enough and the front and rear packaging
laminate films 1 can be adhered strongly because of the
increase of the joining strength and the flatness therebe-
tween. When the pouring nozzle 7 has the above self-
seal one-way function, the invasion of ambient air into
the package bag body 8 can be prevented effectively and
the one-way function thereof can be improved.
[0053] On the other hand, in order to remove a fear of
opening by mistake in the handling of the package bag
11 due to the excessive lowering of the tearing force re-
quired for the opening of the pouring nozzle 7 along the
tear-inducing flaw 6, it is preferable to leave about 1.0-2.0
mm of a portion not irradiated by the laser beam on the
upper end and/or the lower end of the tear-inducing flaw
6 when the tear-inducing flaw 6 is disposed across the
pouring path 9 of the pouring nozzle 7. In this case, the
burst strength can be increased to remove the possibility
of being opened by mistake.
[0054] Moreover, the non-oriented sealant layer 3 on
the inner surface side of the pouring nozzle 7 laminated
on the base film layer 2 at a side opposing to the side
irradiated by the laser beam is supported by the rotating
roll or the pressing plate at room temperature and strong-
ly laminated onto the base film layer 2. When the base
film layer 2 is teared along the tear-inducing flaw 6, there-
fore, the tearing is performed very smoothly based on
the excellent tearing property of the base film layer 2,
and hence the fluffing is not caused in the teared end
face and the deterioration of the liquid draining property
is not caused in the non-oriented sealant layer 3.
[0055] As shown in FIG. 3, the tear-inducing flaw 6 can
be extended in linear or curved shape and formed con-
tinuously or intermittently. When the tear-inducing flaw 6
is provided in a continuous linear shape so as to extend
across the pouring path 9 of the film-shaped pouring noz-
zle 7, the opening edge can be made to a required shape
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such a curved shape or the like by tear-opening the pour-
ing nozzle 7 along the tear-inducing flaw 6. Further, even
if a pouring port is large for a large capacity bag, the tear-
inducing flaw 6 can induce a tear-travelling direction of
the film-shaped pouring nozzle 7 accurately.
[0056] Moreover, when the tear-inducing flaw 6 is
formed so as to protrude its opening edge curvedly in the
pouring direction of the packed material, even if the vol-
ume of the packed material retained in the package bag
is decreased to reduce the pouring force, the packed
material in the bag is transmitted along the curved open-
ing edge and dropped off from a narrow area of the curve-
shaped protruding tip, whereby the liquid draining prop-
erty can be improved and the adhesion of the packed
material to the opening edge is not caused and the pos-
sibility of generating the liquid dripping and the staining
of the circumstance can be removed effectively.
[0057] Especially, when the tear-inducing flaw 6 is con-
tinuously and linearly formed in the base film layer 2,
even if the base film layer 2 is an axially or a biaxially
oriented film layer, the package bag 11 can be opened
by simply tearing the tip portion of the pouring nozzle 7
with hands and fingers irrespectively of the orientation
direction. And also, since the front and rear packaging
laminate films 1 can be superposed easily so as to align
the continuously linear tear-inducing flaw 6, the genera-
tion of the liquid dripping can be suppressed effectively
even if the liquid filled and packed in the package bag 11
has a high viscosity like dressing or the like.
[0058] Moreover, since the biaxially oriented PET film
layer having high strength, various barrier properties and
so on can be used as the base film layer 2 of the pouring
nozzle 7, the invention is expected to be used to an ap-
plication requiring a heat resistance such as a hot pack
or a retort pouch.
[0059] In the packaging laminate film 1 constituting the
film-shaped pouring nozzle 7, the axially- or biaxially-ori-
ented or non-oriented base film layer 2 is preferable to
be made of any one of PET film layer, NY film layer and
EVOH film layer and the non-oriented sealant layer 3, 4
is preferable to be made of any one of PE film layer, PP
film layer, IO film layer and EVA film layer.
[0060] Moreover, when the packaging laminate film 1
is a three-layer laminate structure of the base film layer
2 and the non-oriented sealant layers 3, 4 laminated on
front and rear surface sides of the base film layer 2, it is
possible to irradiate the laser beam to the base film layer
2 easily by displacing at least the non-oriented sealant
layers 3, 4 without considering a middle layer, a vapor-
deposited layer and so on.
[0061] In case of forming a surface coat such as water-
repellent layer or the like, it is preferable to be performed
by printing or the like after the displacement of the non-
oriented sealant layer 4 by pushing and the irradiation of
the laser beam to the base film layer 2.
[0062] The tear-inducing flaw 6 in the base film layer
2 is preferable to be a continuous or intermittent thinned
portion of the base film layer 2 extending linearly or curv-

edly as mentioned above. The thickness of the base film
layer 2 in the forming position of the tear-inducing flaw 6
is preferable to be not more than 1/3 of the other portion
not forming the tear-inducing flaw 6.
[0063] To this end, the thickness of the packaging lam-
inate film 1 in the teared edge face along the tear-inducing
flaw 6 of the pouring nozzle 7 becomes thinner up to
about 70% of the thickness of the other portion in the
packaging laminate film 2 through the displacement of
the non-oriented sealant layer 4 in the outer surface side
by pushing and the thinning of the base film layer 2 by
irradiation of the laser beam. Therefore, even if the liquid
as the packed material in the package bag is adhered to
the teared edge face of the pouring nozzle 7, since the
contact area is small, the packed material cannot be held
and is dropped down instantly to improve the liquid drain-
ing property and also the fear of staining the pouring port
or causing the liquid dripping due to the remaining of the
droplets and staining the surroundings can be prevented
effectively.
[0064] Moreover, the remaining thickness of the non-
oriented sealant layer 4 displaced by pushing on the pour-
ing nozzle 7 from the base film layer 2 (D in FIG. 1(a)) is
preferable to be a range of 0-10 mm.
[0065] When the non-oriented sealant layer 4 has the
above remaining thickness, even if it has a small absorb-
ance rate to the laser beam, the non-oriented sealant
layer 4 is broken sufficiently by irradiating the laser beam
to the base film layer 2 and the elongation deformation
of the non-oriented sealant layer 4 can be prevented in
the tearing of the tip portion of the pouring nozzle 7 along
the tear-inducing flaw 6 and the fear of lowering the liquid
dropping property can be removed effectively.

INDUSTRIAL APPLICABILITY

[0066] Although the above is explained with respect to
the packaging laminate film 1 having a three-layer lami-
nate structure of a base film layer and non-oriented seal-
ant layers 3, 4 laminate on both sides of the base film
layer, the invention is applicable to a case that a water-
repellent layer is formed on the outer surface or one or
plural middle layer(s), vapor-deposited layer(s), adhe-
sive layer(s) and so on is interposed.

DESCRIPTION OF REFERENCE SYMBOLS

[0067]

1 packaging laminate film
2 base film layer
3, 4 non-oriented sealant layer
5 cavity
6 tear-inducing flaw
7 film-shaped pouring nozzle
8 package bag body
9 pouring path
11 package bag
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12 displaced portion by pushing
20 laser beam oscillator
21 collector

Claims

1. A pouring nozzle made from a packaging laminate
film with a laminate structure of not less than three
layers comprised of a base film layer (2) and non-
oriented sealant layers (3,4) laminated on front and
rear surface sides of the base film layer (2) and hav-
ing a pouring path at its center portion, character-
ized in that a tear-inducing flaw (6) is formed by
irradiating a laser beam across the pouring path and
to a position where a portion (12) of at least one of
the non-oriented sealant layers on the front and rear
surface sides of the base film layer (2) is displaced
by pushing.

2. The pouring nozzle according to claim 1, wherein
the non-oriented sealant film (3,4) in an outer surface
side of the pouring nozzle is displaced by pushing
aside.

3. The pouring nozzle according to claim 1 or 2, wherein
the base film layer (2) is made of polyester film, nylon
film or ethylene vinyl alcohol copolymer film and the
non-oriented sealant layer is made of polyethylene
film, polypropylene film, ionomer film or ethylene vi-
nyl acetate copolymer film.

4. The pouring nozzle according to any one of claims
1-3, wherein a width of the tear-inducing flaw (6) is
a range of 50-500 mm.

5. The pouring nozzle according to any one of claims
1-4, wherein a width of the portion (12) displaced by
pushing in the non-oriented sealant layer is a range
of 100-3000 mm.

6. The pouring nozzle according to claims 1-5, wherein
a thickness of the base film layer (2) in a position of
forming the tear-inducing flaw is not more than 1/3
of a thickness of the other position of the base film
layer not forming the tear-inducing flaw.

7. The pouring nozzle according to any one of claims
1-6, wherein a remaining thickness (D) of the portion
displaced by pushing in the non-oriented sealant lay-
er from the base film layer is a range of 0-10 mm.

8. A method of forming a tear-inducing flaw (6) in a
packaging laminate film with a laminate structure of
not less than three layers comprised of a base film
layer (2) and non-oriented sealant layers (3, 4) lam-
inated on front and rear surface sides of the base
film layer, characterized in that at least one of the

non-oriented sealant layers on the front and rear sur-
face sides is preliminarily displaced by pushing at a
predetermined forming position of a tear-inducing
flaw (6) and thereafter a laser beam is irradiated at
a position corresponding to a Portion (12) displaced
by pushing to cause sublimation, elimination or evap-
oration of only the base film layer to thereby form a
tear-inducing flaw.

9. The method of forming a tear-inducing flaw accord-
ing to claim 8, wherein the tear-inducing flaw is pro-
vided at a predetermined opening position of a pour-
ing nozzle made from the packaging laminate film.

10. The method of forming a tear-inducing flaw accord-
ing to claim 8 or 9, wherein the base film layer has
an absorption rate to a laser beam higher than that
of the non-oriented sealant layer.

11. The method of forming a tear-inducing flaw accord-
ing to any one of claims 8-10, wherein the laser beam
is carbon dioxide laser or YAG laser.

12. The method of forming a tear-inducing flaw accord-
ing to any one of claims 8-11, wherein the non-ori-
ented sealant layer is displaced by pushing with a
rotating roller under heating or at room temperature,
or a pressure plate under heating or at room tem-
perature

13. The method of forming a tear-inducing flaw accord-
ing to claim 12, wherein a heating temperature of the
rotating roller or the pressure plate is higher than a
softening temperature of the non-oriented sealant
layer.

14. The method of forming a tear-inducing flaw accord-
ing to any one of claims 8-13, wherein a remaining
thickness of the non-oriented sealant layer displaced
by pushing from the base film layer is a range of 0-10
mm.

Patentansprüche

1. Gießdüse, die aus einem Verpackungslaminatfilm
mit einem Laminataufbau von nicht weniger als drei
Schichten, die eine Basisfilmschicht (2) und auf Vor-
der- und Hinterflächenseiten der Basisfilmschicht (2)
laminierte nicht-orientierte Abdichtungsschichten (3,
4) umfassen, ausgebildet ist und einen Gießpfad in
ihrer Mitte aufweist,
dadurch gekennzeichnet, dass eine Sollrissstelle
(6) durch das Strahlen eines Laserstrahls quer über
den Gießpfad und zu einer Position, wo ein Teil (12)
wenigstens einer der nicht-orientierten Abdichtungs-
schichten an den Vorder- und Hinterflächenseiten
der Basisfilmschicht (2) durch Drücken verschoben
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ist, ausgebildet ist.

2. Gießdüse nach Anspruch 1, wobei der nicht-orien-
tierte Abdichtungsfilm (3, 4) an einer Außenflächen-
seite der Gießdüse durch ein Zurseiteschieben ver-
schoben ist.

3. Gießdüse nach Anspruch 1 oder 2, wobei die Basis-
filmschicht (2) aus einem Polyesterfilm, Nylonfilm
oder Ethylenvinylalkohol-Copolymerfilm ausgebil-
det ist und die nicht-orientierte Abdichtungsschicht
aus einem Polyethylenfilm, Polypropylenfilm, lono-
merfilm oder Ethylenvinylacetat-Copolymerfilm aus-
gebildet ist.

4. Gießdüse nach einem der Ansprüche 1-3, wobei die
Breite der Sollrissstelle (6) in einem Bereich von
50-500 mm liegt.

5. Gießdüse nach einem der Ansprüche 1-4, wobei die
Breite des durch das Eindrücken der nicht-orientier-
ten Abdichtungsschicht verschobenen Teils (12) im
Bereich von 100-3000 mm liegt.

6. Gießdüse nach einem der Ansprüche 1-5, wobei die
Dicke der Basisfilmschicht (2) an einer Position für
das Ausbilden der Sollrissstelle nicht mehr als 1/3
der Dicke der anderen Position der Basisfilmschicht,
die keine Sollrissstelle bildet, ausmacht.

7. Gießdüse nach einem der vorstehenden Ansprüche
1-6, wobei die verbleibende Dicke (D) des durch das
Eindrücken der nicht-orientierten Abdichtungs-
schicht von der Basisfilmschicht verschobenen Teils
im Bereich von 0-10 mm liegt.

8. Verfahren zum Ausbilden einer Sollrissstelle (6) in
einem Verpackungslaminatfilm mit einem Lamina-
taufbau von nicht weniger als drei Schichten, die eine
Basisfilmschicht (2) und auf Vorder- und Hinterflä-
chenseiten der Basisfilmschicht (2) laminierte nicht-
orientierte Abdichtungsschichten (3, 4) umfassen,
dadurch gekennzeichnet, dass wenigstens eine
der nicht-orientierten Abdichtungsschichten an den
Vorder- und Rückflächenseiten vorläufig durch das
Drücken an einer vorbestimmten Ausbildungsposi-
tion für eine Sollrissstelle (6) verschoben wird und
danach ein Laserstrahl auf eine Position in Entspre-
chung zu einem durch Drücken verschobenen Teil
(12) gestrahlt wird, um eine Sublimation, Elimination
oder Verdampfung nur der Basisfilmschicht zu ver-
anlassen und dadurch eine Sollrissstelle auszubil-
den.

9. Verfahren zum Ausbilden einer Sollrissstelle nach
Anspruch 8, wobei die Sollrissstelle an einer vorbe-
stimmten Öffnungsposition einer aus dem Verpa-
ckungslaminatfilm ausgebildeten Gießdüse vorge-

sehen wird.

10. Verfahren zum Ausbilden einer Sollrissstelle nach
Anspruch 8 oder 9, wobei die Basisfilmschicht eine
Absorptionsrate für einen Laserstrahl aufweist, die
höher als diejenige der nicht-orientierten Abdich-
tungsschicht ist.

11. Verfahren zum Ausbilden einer Sollrissstelle nach
einem der Ansprüche 8-10, wobei der Laserstrahl
ein Kohlenstoffdioxidlaser oder ein YAG-Laser ist.

12. Verfahren zum Ausbilden einer Sollrissstelle nach
einem der Ansprüche 8-11, wobei die nicht-orientier-
te Abdichtungsschicht durch das Drücken mit einer
sich drehenden Rolle unter Hitze oder bei Raumtem-
peratur oder mit einer Drückplatte unter Hitze oder
bei Raumtemperatur ausgebildet wird.

13. Verfahren zum Ausbilden einer Sollrissstelle nach
Anspruch 12, wobei die Heiztemperatur der sich dre-
henden Rolle oder der Drückplatte höher ist als eine
Erweichungstemperatur der nicht-orientierten Ab-
dichtungsschicht.

14. Verfahren zum Ausbilden einer Sollrissstelle nach
einem der Ansprüche 8-13, wobei die verbleibende
Dicke der durch Drücken von der Basisfilmschicht
verschobenen nicht-orientierten Abdichtungs-
schicht im Bereich von 0-10 mm liegt.

Revendications

1. Buse verseuse constituée d’un film stratifié d’embal-
lage ayant une structure stratifiée d’au moins trois
couches comprenant une couche de film de base (2)
et des couches de matériau d’étanchéité non orien-
tées (3, 4) stratifiées sur les côtés de surface avant
et arrière de la couche de film de base (2) et ayant
un trajet verseuse à sa partie centrale, caractérisé
en ce qu’un défaut induisant une déchirure (6) est
formé en irradiant un faisceau laser à travers le trajet
verseuse et à une position où une partie (12) d’au
moins une des couches de produit d’étanchéité non
orientées sur les côtés de surface avant et arrière
de la couche de film de base (2) est déplacée par
poussée.

2. Buse verseuse selon la revendication 1, dans laquel-
le le film d’étanchéité non orienté (3, 4) dans un côté
de la surface extérieure de la buse verseuse est dé-
placé en poussant de côté.

3. Buse verseuse selon la revendication 1 ou 2, dans
laquelle la couche de film de base (2) est constituée
d’un film de polyester, d’un film de nylon ou d’un film
de copolymère d’éthylène-alcool vinylique et la cou-
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che d’étanchéité non orientée est constituée d’un
film de polyéthylène, d’un film de polypropylène, d’un
film d’ionomère ou d’un film de copolymère d’éthy-
lène-acétate de vinyle.

4. Buse verseuse selon l’une quelconque des revendi-
cations 1-3, dans lequel la largeur du défaut provo-
quant la déchirure (6) est comprise entre 50 et 500
mm.

5. Buse verseuse selon l’une quelconque des revendi-
cations 1 à 4, dans laquelle la largeur de la partie
(12) déplacée par l’enfoncement de la couche
d’étanchéité non orientée est comprise entre 100 et
3000 mm.

6. Buse verseuse selon les revendications 1 à 5, dans
laquelle une épaisseur de la couche de film de base
(2) dans une position de formation du défaut provo-
quant la déchirure n’est pas supérieure à 1/3 d’une
épaisseur de l’autre position de la couche de film de
base ne formant pas le défaut provoquant la déchi-
rure.

7. Buse verseuse selon l’une quelconque des revendi-
cations 1 à 6, dans laquelle une épaisseur restante
(D) de la partie déplacée par l’enfoncement de la
partie non orientée de la couche de base du film est
de 0 à 10 mm.

8. Procédé de formation d’un défaut (6) induisant une
déchirure dans un film stratifié d’emballage ayant
une structure stratifiée de pas moins de trois cou-
ches comprenant une couche de film de base (2) et
des couches de produit d’étanchéité non orientées
(3, 4) stratifiées sur les côtés de surface avant et
arrière de la couche de film de base, caractérisé en
ce qu’au moins une des couches de produit d’étan-
chéité non orientées sur les côtés de surface avant
et arrière est déplacée au préalable par poussée à
une position de formation prédéterminée d’un défaut
induisant une déchirure (6); ensuite, un faisceau la-
ser est irradié à une position correspondant à une
partie (12) déplacée par poussée pour provoquer la
sublimation, l’élimination ou l’évaporation de la seule
couche de film de base pour former ainsi un défaut
induisant une déchirure.

9. Procédé de formation d’un défaut provoquant une
déchirure selon la revendication 8, dans lequel le
défaut provoquant une déchirure est prévu à une
position d’ouverture prédéterminée d’une buse de
versement fabriquée à partir du film stratifié d’em-
ballage.

10. Procédé de formation d’un défaut induisant une dé-
chirure selon les revendications 8 ou 9, dans lequel
la couche de film de base présente un taux d’absorp-

tion d’un faisceau laser supérieur à celui de la couche
de scellant non orientée.

11. Procédé de formation d’un défaut induisant une dé-
chirure selon l’une quelconque des revendications
8 à 10, dans lequel le faisceau laser est un laser à
dioxyde de carbone ou un laser YAG.

12. Procédé de formation d’un défaut induisant une dé-
chirure selon l’une quelconque des revendications
8 à 11, dans lequel la couche de matériau d’étan-
chéité non orientée est déplacée en poussant avec
un rouleau rotatif sous chauffage ou à température
ambiante, ou une plaque de pression sous chauffage
ou à température ambiante.

13. Procédé de formation d’un défaut induisant une dé-
chirure selon la revendication 12, dans lequel une
température de chauffage du rouleau rotatif ou de la
plaque de pression est supérieure à une température
de ramollissement de la couche de produit d’étan-
chéité non orientée.

14. Procédé de formation d’un défaut provoquant une
déchirure selon l’une quelconque des revendica-
tions 8 à 13, dans lequel une épaisseur restante de
la couche d’agent d’étanchéité non orientée dépla-
cée par poussée à partir de la couche de film de
base est une plage de 0 à 10 mm.
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