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63 Closable bag.

A bag of sheet material having a seal at one end thereof,
side gussets and an open end, the bag having a closure strip of
sheet material having a first portion secured across one outer
face of the bag and a second portion overlying said face
adjacent the open end of the bag, said second portion carrying
pressure sensitive adhesive and said overlaid area of said face
carrying a layer of silicone so that said pressure sensitive
adhesive adheres temporarily to the overlaid area to allow the
open end of the bag to be folded so that the edges underlie and
are sealed by said second portion.
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Description

"Closable Bag”

This invention relates to bags of sheet material
such as paper and/or plastics which can be closed
after use prior to disposal. The invention is particu-
larly directed to disposable bags used for example
for travel sickness, although the bags can be used
for other purposes, such as refuse disposal or for
storage purposes.

The provision of dispoable bags, usually of
plastics - lined paper or entirely of plastics, for
coping with travel sickness is commonplace. Such
bags should be easy to use, with a wide opening and
capable of being closed as conveniently and hygeni-
cally as possible prior to disposal.

Although travel sickness bags have been pro-
posed with a strip of adhesive protected by a
peelable cover strip adjacent the top of the bag, thus
allowing the bag to be folded over onto the adhesive
after removal of the peelable cover strip, such bags
do not give a satisfactory sealing of the mouth of the
bag. Furthermore such strips of adhesive can only
be conveniently applied in a continuous process to
bags having side welds, optionally with a bottom
gusset, and such side welded bags do not present a
satisfactory wide open mouth for use by a person
afflicted with travel sickness.

Side gusseted bags have also been proposed,
which do open sufficiently widely for use. However
the proposed closures for such bags are not entirely
satisfactory. One solution is the provision of a
separate closure, such as a wire-reinforced tie strip,
temporarily secured to the bag. The closure oper-
ation thus involves removal of the tie and its use to
close the bag, a troublesome operation with ample
opportunity to drop and lose the tie. Another
solution which has been proposed is the provision of
an adhesive strip on one face at the mouth of the bag
and projecting beyond the bag mouth, the adhesive
being temporarily protected by a peelable cover
strip. After use, the cover strip is removed and the
adhesive face folded down over the mouth. As the
peelable strip has been exposed during bag use, this
is an unhygenic procedure. Furthermore the provi-
sion of such adhesive strips projecting from the bag
mouth does not lend itself to rapid production.

The present invention seeks to provide an im-
proved closable bag, and a convenient method for
manufacture of such bags.

According to this invention, we provide a bag of
sheet material having a seal at one end thereof, side
gussets and an open end, the bag having a closure
strip of sheet material having a first portion secured
across one outer face of the bag and a second
portion overlying said face adjacent the open end of
the bag, said second portion carrying pressure
sensitive adhesive and said overlaid area of said face
carrying a layer of silicone so that said pressure
sensitive adhesive adheres temporarily to the over-
laid area to allow the open end of the bag to be
folded so that the edges underlie and are sealed by
said second portion.

Instead of applying a layer of silicone to the
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surface of the bag to protect the pressure sensitive
adhesive on the closure strip, it is alternatively
possible to apply a peelable sirip to the area of the
pressure sensitive adhesive which is required to be
adhered to the bag to close it, so that removal of the
peelable strip uncovers the adhesive. However, it will
be appreciated that this requires at least one
additional manufacturing step as well as additionat
material, and is not as convenient in use since the
peelable strip must be completely removed before
the closure sirip can be used.

Preferably the closure strip is so positioned on the
outer face of the bag that, after the open end of the
bag is folded under said second portion, the second
portion extends beyond the fold so that it can be
turned over around the fold. Preferably the entire
closure strip carries pressure sensitive adhesive on
its underside.

The bag may be of plastics material such as high
density polyethylene. Alternatively it may be of paper
or plastics - coated paper dependeni on the in-
tended use of the bag.

The bag conveniently carries printed matter on the
face of the bag and/or the closure strip. The printed
matter suitably comprises instructions for use and
includes a fold line adjacent the open end of the bag
positioned to bring the edges of the bag beneath the
second portion of the closure strip.

According to a further aspect of the invention we
provide a method of manufacturing bags as defined
above, comprising supplying surface treated sheet
material in laid flat tube form, before or after
formation of said gussets and/or said end seals, to a
coating station, coating selected areas of the film
with a silicone layer and curing the silicone,
supplying said coated film to a labelling station,
supplying said closure strips to said labelling station
carried on a peelable backing strip, removing said
peelable backing strip and securing part of each
closure strips to an uncoated portion of the sheet
material at suitably spaced locations adjacent a
coated area in such a way that the other part of the
strip overlies the coated area. The closure strips may
be secured to the sheet material by means of air
pressure blowing or other suitable means.

The invention also extends to a method of
applying a silicone release layer to a plastics material
including the steps of:

(a) pre-treating the material by corona dis-
charge;

(b) blending the silicone with a catalytic
photo-initiator;

(c) applying the silicone to the plastics
material;

(d) curing the silicone layer using UV radia-
tion.

One form of the invention will now be described
with reference ito the accompanying drawings,
wherein:

Figure 1 is a plan view of a travel sickness
bag: and
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Figure 2 is a plan view of closure strips
carried on a peelable backing strip.

Figure 1 shows a bag 1, of plastics material such
as high density polyethylene, which has a welded
end seal 2 at one end and an opposite open end 3
and side gussets, the extremities of which are
indicated by dotted lines 4. The outer face of the bag
carries any desired printing matter at 5 and also an
indication 6 of a fold line adjacent the open end 3. A
cover strip 8 is attached to the outer face of one side
of the bag via a first portion 9, secured to the bag
across its entire width. The second, unsecured
portion 10 of the cover strip 8 overlies a co-extensive
adjacent area of the bag which is coated with
silicone. The portion 10 carries on its underside a
layer of pressure sensitive adhesive, but the layer is
prevented from permanently adhering to the bag by
the silicone layer. The front of cover strip 8 suitably
carries instructions for use.

After the bag has been used by an unfortunate
traveller the user folds the top of the bag down on
line 6 beneath the overlying portion 10 of cover
sirip 8 and presses to seal the turned over edges.
The portion 10 then projects beyond the fold 6 and
can itself be turned over the fold to produce
additional security. The contents are then hygeni-
cally sealed off and the bag can be disposed of.

It will be seen that the presence of side gussets
allows the user to open the bag widely for use. The
method of bag closure is quick, hygenic and
effective and the user is not required to touch any
surfaces which may have become contaminated
during use.

The bag as described above can be conveniently
manufactured from a continuous tube of plastics
material, which may be preformed with end welds 2
and side gussets.

The material is pre-treated usually during manu-
facture by subjecting its surface by corona dis-
charge to a level of 32 dynes/cm2. Immediately
before printing further discharge is applied to boost
the level to 50 dynes/cm?2 (the level is likely to have
fallen to about 25 dynes/cm?2 during storage in any
case). The material then passes into the print unit.

A silicone layer is then applied to the film in
selected areas to prevent the closure strip from
permanently adhering io these areas, the silicone
liquid having been previously blended with a catalytic
photo-initiator, This renders it unstable so that it can
be applied to the film surface in an even layer at the
rate of one gram/m2. The silicone is then cured by
passing the film across a source of UV radiation at a
rate of 250 watts per linear inch and a web speed of
60 metres/min. The curing process is assisted by the
presence of a hitrogen blanket which serves as a
catalyst.

The material is then supplied to a labelling station
to which is also supplied, a supply of separate
closure strips 8 mounted on a continuous peelable
backing strip 12 as shown in Figure 2. At the labelling
station, means, such as knife means, are used to lift
strips 8 from the peelable backing thus revealing the
pressure sensitive adhesive on the underside. The
portions 9 then contact and attach themselves to the
tube of plastics material at the desired locations, and
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may be assisted by air pressure blowing the portions
onto the face of the tube. Portions 10 overlie the bag,
and are prevented from permanently bonding to it by
the silicone layer.

As an alternative to the use of a silicone layer to
prevent the closure strip from permanently adhering
to the bag, the peelable backing strip may carry
additional score lines which enable a part of the
backing strip to be left on the closure strip when it is
applied to the web, so that in use, the part of the
backing strip must be peeled off by the user, before
the closure can be effected.

Any remaining steps in bag manufacture, includ-
ing, for example, printing, gusseting, end seal
formation and securing of the bags, can then be
carried out.

Claims

1. A bag of sheet material having a seal at one
end thereof, side gussets and an open end, the
bag having a closure strip of sheet material
having a first portion secured across one outer
face of the bag and a second portion overlying
said face adjacent the open end of the bag, said
second portion carrying pressure sensitive
adhesive and said overlaid area of said face
carrying a layer of silicone so that said pressure
sensitive adhesive adheres temporarily to the
overlaid area to allow the open end of the bag to
be folded so that the edges underlie and are
sealed by said second portion.

2. A bag of sheet material having a seal at one
end thereof, side gussets and an open end, the
bag having a closure strip of sheet material
having a first portion secured across one outer
face of the bag and a second unsecured portion
overlying said face adjacent the open end of the
bag, said second portion carrying pressure
sensitive adhesive protecied by a peelable
cover sirip, whereby on removal of the peelable
strip the open end of the bag can be folded so
that the edges underlie and are sealed by said
second portion.

3. A bag according to claim 1 or claim 2 in
which the closure strip is so positioned on the
outer face of the bag that, after the open end of
the bag is folded under the said second portion,
the second portion extends beyond th fold so
that it can be turned over around the fold.

4. A bag according io any preceding claim
comprising high density polyethylene.

5. A bag according to any of claims 1 to 3
comprising plastics coated paper.

6. A method of manufacturing bags accord-
ing to claim 1 comprising supplying surface
treated sheet material in laid flat tube form,
before or after formation of said gussets and/or
said end seals, to a coating station, coating
selected areas of the film with a silicone layer
and curing the silicone, supplying said coated
film to a labelling station, supplying said closure
strips to said labelling station carried on a
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peelable backing strip, removing said peelable
backing strip and securing part of each closure
strips to an uncoated portion of the sheet
material at suitably spaced locations adjacent a
coated area in such a way that the other part of
the strip overlies the coated area.

7. A method of manufacturing bags accord-
ing to claim 2 comprising supplying sheet
material in laid flat tube form, before or after
formation of said gussets and/or said end seals,
to a labelling station, supplying said closure
strips to said labelling station carried on a
peelable backing strip, removing said peelable
backing strip except from the second portions
of the closure strips and securing the closure
strips to the sheet material at suitably spaced
locations via the exposed first portions.

8. A method of manufacturing bags accord-
ing to claim 6 or claim 7 in which the closure
strips are secured to the sheet material by air
pressure.

9. A method of applying a silicone release
layer to a plastics material including the steps
of:

(a) pre-treating the material by corona
discharge;

(b) biending the silicone with a catalytic
photo- initiator;

(c) applying the silicone to the plastics
material;

(d) curing the silicone layer using UV
radiation.

10. A method according to claim 10 in which
the curing takes place in a nitrogen atmosphere
which acts as a catalyst.

11. A plastics bag or container including a
release layer produced by the method of claim 9
or claim 10.

12. A plastics bag or container including a
closure strip carrying a pressure sensitive
adhesive and at least partially releasably
mounted on an area of the bag or container
which carries a silicone release layer.

0279 632

10

15

20

25

30

35

40

45

50

55

60

65

/T

.l



-

-

. [ X3
- .

L] » LR
[ ] L *
L L 2R >
~w ve

FOLD HERE

FOLD AT IDOTTED LINE AND SEAL DOWN

BENEATH LABEL

8

4~

e o e o o

!
i
|
1
1
e — A
T
!
]
|
l
|
i
|
l
|
!
]
EnN

NP
1
]

T

Lo e

ll\j THE EVENT OF SICKNEéS

CALL CABIN CREW FOR | -1
SISTANCE AND DISPOSA‘_

|

e e T P T S A LR T s A TR L i, ST N
+ T e 3 by

= o= e T === T TR TTE e

e Ty e 3 v e e T T el D T =

¥ ':Y‘L-'f‘-."’v‘\mml’—:x\ ﬁp@:««_ T by > ~»,m-;‘m
D A N R T Y e I S st ] Pyl -l

FL T A A Coe, TOrn Ay ey, ] =7 s
Fragd 220 b”“{m—‘:}%@fw‘w vy iors- s 1
N e w g }-_‘,“'vl-a\«-; s v Mg ey, W Lty LM,'~»V,Q.~~,M(,‘

1
PN A o IV AV, P W e PR R O || TG TP

LTl M L L 1

¢):/( (<4 - t..‘v,,l_ U e [ A e Ll e o
i e 7
‘.@%y\.@;\um v

T Y m‘u» 5
SR B R S

. vt tent L it

A L

I\,.‘v._\»-—v—\— P POV PV L tnath T
PLEICIT 2 P (VNN = A iy
ratd - vy e e g At L S At
v viagA v - e e At g R e TV
."V"\A— D el R T S 2 et (L o e e e
ot e[S AL T e e v T bl i F e e s
s 2 B AR e Wt e, v ALY e e -

L]

A R Y R L S s e

cee s



gy

-t — -

10 TT°¢
4 v
s
1 -8
9
/
7_0 a8
9




	bibliography
	description
	claims
	drawings

