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Description

[0001] As indicated by the heading, this invention re-
fers to an enhanced plastic net bag.
[0002] More specifically, the object of the invention is
a bag, of the type composed of a tubular element made
of plastic material in the form of a netted element, such
as woven, extruded or similar mesh, with lateral sheets
also made of plastic and united to it by heat sealing, which
is intended primarily for the commercialization of different
food products, especially fruit and vegetables, because,
unlike other conventional plastic bags, it permits product
transpiration and visual, tactile and olfactory inspection.
It presents the particularity of including a single plastic
sheet arranged along the tubular element and attached
to it at the ends by areas of heat welding, with this sheet
conforming the closure of the tubular element, such that
the bag is composed solely of plastic elements, which in
turn is more economical as less amount of material is
used to manufacture it.

BACKGROUND OF THE INVENTION

[0003] At present, bags composed of a tubular body
of netted material, accompanied by one or two sheets
that provide the means to close this tubular body at its
ends, are widely used.
[0004] In this respect, there are different industrial
property registers, of both the applicant proper and other
owners, in which different types of bags are described
as per the above indicated criteria.
[0005] The characteristic common to all these bags is
that the packaged product is contained in a tubular body
formed by a netted element, e.g., a woven, extruded or
any other kind of mesh suitable for this application. To
form the bag, this tubular body is accompanied by one
or two sheets, which are more or less wide, or else by a
label, the mission of which is to close the ends or open-
ings of the tubular element, as well as to provide a support
for the printed information, whether it be promotional, nu-
tritional, on traceability or of any other sort, to be used to
distinguish and identify the contents of the bag.
[0006] The unions between the two components - the
tubular mesh element and the sheet or sheets - are usu-
ally made by heat welding, as this procedure has proven
to be the most efficient for sealing the openings or open
ends of the bags and attaching the printed sheets or la-
bels to the tubular body of the bags.
[0007] EP 0 677 449 discloses a bag comprising a cen-
tral body for carrying the products to be contained and
bears, with a longitudinally disposed narrow strip of syn-
thetic material, welded at its end to the ends of the net
bag, along the welded areas for fastening the bag, facil-
itating the means for fastening the bag owing to its pro-
vision as a longitudinal handle.
[0008] However, in order for the sealing points at the
ends of the bags to be sufficiently resistant to make nor-
mal use of the bags, since in general their contents are

usually of a significant weight, two sheets must be includ-
ed, one on each side of the tubular element, and these
sheets should be sufficiently wide.
[0009] This means that the packing machines are pre-
sented with the complexity of having to include two sheets
on the bags and, on the other hand, it is not possible to
appreciably reduce the amount of plastic material that
forms them, since the two strips required for making them
are of a width that is not possible to decrease. On the
contrary, one of the defects that is usually observed at
the welded ends is that they break in a longitudinal or
transversal direction.
[0010] Another problem that currently occurs with
these bags refers to the regularity and resistance of the
welds and the satisfactory attachment of the labels. This
attachment is not very satisfactory because, in some cas-
es, the labels can come off, especially if they are used
to manipulate the bags, which is often the case.
[0011] The application of metal staples is also known,
and widely used, to close tubular netted materials of the
woven or extruded tubular mesh type at their ends, in
order to conform a container body of a certain length and
diameter and, eventually, to attach a label, ribbon or tape
type support for the printed information.
[0012] However, the use of such different materials for
making a package, which furthermore are integrally
joined together, entails a significant limitation when the
possibility of selective collection is considered for subse-
quent recycling or energy recovery of the package.
Therefore, it is obvious that, in order to eliminate the use
of metal staples to close the packages in question, there
is no other alternative than the one described above of
uniting the mesh to one or more strips by means of weld-
ing.
[0013] Another element incorporated into many of
these known bags is a handle to help hold and carry
them. These handles are formed by a tape of a plastic
compound that, additionally, is united by heat welding to
the other components at one of the ends or openings of
the bags. The incorporation of these handles means that
the packing machines must be provided with the neces-
sary means to obtain and incorporate them into the bags,
with the complexity that this entails; they also represent
a further increase in the amount of plastic material used
to make the bags, with the resulting increase in their pro-
duction and recycling costs.
[0014] In view of these drawbacks, it is obvious that it
would be advantageous to have a bag that, while fulfilling
the functions of the bags detailed above, does so with a
minimum of material consumption, that these materials
be of the same type, that they offer maximum assurances
in terms of the resistance of their heat welded seals, and
that, furthermore, they require a minimum of complexity
of the packing machine that shapes, fills and closes the
bags. These are the essential objectives of the bag pro-
posed by this invention and regarding which, on the other
hand, it should be noted that there is no knowledge of
the existence of any other bag that presents similar tech-
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nical, structural and configuration characteristics.

EXPLANATION OF THE INVENTION

[0015] The enhanced plastic net bag proposed herein
satisfactorily achieves the objectives indicated as advan-
tageous, and it is a noteworthy novelty in its field of ap-
plication because, in accordance with its creation, a bag
that effectively resolves each and every one of the draw-
backs described above that affect the bags of this type
currently available on the market is precisely achieved.
The characteristic details that make this possible are ad-
equately indicated in the final claims that accompany this
descriptive report.
[0016] Specifically, to this end, the bag according to
the invention comprises a tubular body of woven, extrud-
ed or similar mesh and a single laminar strip provided on
one of its sides, where both elements are made of a suit-
able plastic material that allows for heat welding, with the
particularity that the respective ends of this tubular body
and those of the sheet conform a joint fold such that the
sum of the materials included in this fold are the ones
involved in the heat welded closure of the openings of
the bag.
[0017] In a preferential embodiment of the invention,
the laminar strip is located on the exterior of this fold that
encompasses both elements - the strip and the mesh -
and the mesh is located on its interior and fully gathered
within the width of the strip. However, this does not entail
a limitation, since these relative positions of the strip and
the mesh can be altered depending on the specific pref-
erences or needs of some cases.
[0018] On the other hand, the length of the heat welds
can likewise be variable but, as a general rule, they will
encompass the full width of the laminar strip and the
openings of the bag; in the same way, their width can
also be variable depending on the needs of each case,
provided that it is sufficient so that the whole of the welded
mass has a resistance suited to the dimensions and
weight of the product packed in the bags.
[0019] In short, the bag of the invention is composed
of a single laminar strip and a single tubular mesh body,
with the lines of heat welding located at the ends folded
over themselves, such that two layers of sheet and two
layers of mesh are created. The result is that, with a single
sheet and a single mesh tube, sealing welds of the bags
are obtained with a resistance equal to or greater than
that which would be achieved with two plastic material
sheets and one mesh tube.
[0020] Since the mesh tube and the sheet are folded
only at the ends of the bag, the weight of the bag’s com-
ponent material is less than what it would be if it had two
laminar strips all along its length. Since the mesh tube is
also folded in the area of the welds, a high resistance of
these welds is obtained, even when using narrower
sheets than other known bags of this type.
[0021] It should also be noted that the described con-
figuration of the bag of the invention, in which the single

laminar element is arranged along it and united only to
its ends, facilitates its advantageous use as a handle to
hold and carry the bag, since the welds of this laminar
element with the tubular mesh body of the bag are, as
described above, sufficiently resistant to withstand the
weight of the product contained in the bags for their in-
tended use.
[0022] Finally, in order to provide the bag with an open-
ing system that allows the user to easily open it without
having to resort to the use of cutting tools and, further-
more, that enables the opened bag to continue to be a
valid container for the rest of the product contained in it,
a small cut has been made in at least one of the folds
that close the openings of the bag, beginning at the end
of the fold or book folded point of the mesh and the sheet,
which affects the two layers of the sheet and the two
layers of the mesh.
[0023] It should be mentioned that, preferentially,
these cuts are provided in the center of the folds that
close the openings of the bag and are oriented perpen-
dicularly to the folded axis of them, without this entailing
a limitation since they can be shifted with respect to this
center and have different orientations, e.g. oblique, with-
out affecting their functionality.
[0024] The new enhanced plastic net bag therefore
represents an innovative structure of structural and con-
stitutional characteristics previously unknown for this
purpose; these reasons, together with its practical utility,
provide sufficient grounds to obtain the requested privi-
lege of exclusivity.

DESCRIPTION OF THE DRAWINGS

[0025] For a better interpretation of the invention, this
descriptive report is accompanied by some drawings that
illustrate, by way of a non-limitative example, one form
of execution of the invention according to the principles
of the claims.
[0026] In these drawings:

Figure number 1 shows a schematic view in perspec-
tive of an example of execution of the enhanced plas-
tic net bag which is the object of the invention, where
the main parts and elements that compose it can be
seen, as well as the configuration and arrangement
thereof.

Figure number 2 shows a detailed side elevation
view of one of the ends of the bag, where the fold of
the tubular element together with the laminar strip
and the heat weld that keeps them united can be
seen.

Figure number 3 shows a cross-section view, as per
cross-section A-A indicated in figure 2, where the
arrangement and configuration of the mesh and lam-
inar strip layers can be seen.
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Figure number 4 shows an amplified view of the de-
tail of one of the bag’s folds, where the configuration
and arrangement of the easy opening cut provided
on the bag can be seen.

DESCRIPTION OF AN EXAMPLE OF EXECUTION

[0027] In view of the above mentioned figures and in
accordance with the numbering used, these show an ex-
ample of execution of the enhanced elastic net bag that
is the object of this invention, which comprises the parts
and elements that are described in detail hereinafter.
[0028] Thus, with these figures in view, it can be seen
how the bag (1) that is the object of this invention is com-
posed of a tubular body (2) of woven mesh, made of a
plastic material, and a laminar strip (5) also made of plas-
tic material, with the particularity that the closures (3 and
4) of the ends of the bag (1) are formed by an enveloping
association between the tubular body (2) of mesh and
the ends of a laminar strip (5), such that both the strip (5)
and the mesh (2) conform a fold over themselves, where
the sum of the materials included in this fold are the ones
involved in the heat welded closure of the closures (3
and 4) of the bag.
[0029] These heat welds (6 and 7) are preferentially
arranged transversally to the longitudinal axis of the bag
(1), forming either a continuous line or else one of dis-
continuous sections that extend along the width of the
sheet (5) and are composed of the fused mass provided
by the two layers of the sheet (8 and 8’) and the two layers
of the tubular mesh (9 and 9’), as seen in figure 3.
[0030] In the example shown, the laminar strip (5) is
located on the exterior of the fold that encompasses the
strip and the mesh, and the tubular mesh element (2) is
located on the interior of this fold and is fully gathered
within the width of the laminar strip (5), although these
relative positions of the strip and the mesh can be altered
as necessary.
[0031] The length (L1) of these lines or areas of weld-
ing (6 and 7) can be variable but, as a general rule, they
will encompass the full width of the laminar strip and the
openings of the bag; these width values range from 30
mm. to 200 mm., and preferentially from 40 to 70 mm.
[0032] In the same way, the width (L2) of the welds (6
and 7) can be variable, but it should be sufficient so that
the whole of the welded mass has a resistance suited to
the dimensions and weight of the product packed in the
bags. The value of this width will range from 5 mm. to 30
mm., and more preferentially from 10 mm. to 15 mm.
[0033] The beginning of the lines of heat welding (6
and 7), at the points more towards the ends of the bag,
is located at a distance (L3) of between 5 mm. and 50
mm., and more preferentially between 10 mm. and 20
mm., from the book folded point (10 and 11) of the sheet
and the mesh. This same distance (L3) is the one that
the fold of both components has without having any type
of union between them.
[0034] At the end of the heat welded lines, at the points

more towards the center of the bag, a section (L4) is seen
in which the sheet (5) and the mesh (2) coming out of
the welded fold are free and without any union between
them. This section (L4) may vary from being non-existent
up to a maximum length of 50 mm. In a preferential ex-
ecution, this section (L4) has a length ranging from 10
mm. to 20 mm.
[0035] The configurations of the folds closing the clo-
sures (3 and 4), with their respective lines of heat welding
(6 and 7) located at both ends of the bag, are equal in a
preferential execution, thus conforming symmetrical
bags with respect to their central transversal axis. It is
also possible to consider the variants in which the two
folds closing the closures (3 and 4), with their respective
lines of heat welding (6 and 7) located at both ends or
closures of the bags, are not equal and may differ in terms
of their dimensions (L1 to L4).
[0036] The configuration of the bag (1), in which the
single laminar element (5) is arranged along it and united
only at its ends, facilitates the use of this laminar element
(5) as a handle to hold and carry the bags, since the
welds (6 and 7) of this laminar element with the tubular
mesh body of the bag are, as described above, sufficient-
ly resistant.
[0037] It should be noted that the component material
of the tubular mesh body (2) that forms the body is a
thermoplastic that enables welding by fusion to the lam-
inar strip (5), preferentially of the group of polyolefins
(polyethylene, polypropylene, ethylenevinylacetate,
etc.), and more preferentially medium density polyethyl-
ene (MDPE).
[0038] On the other hand, the component material of
the laminar strip (5) that is welded to the ends or openings
of the bag is also a thermoplastic, which enables welding
by fusion to the tubular mesh body (2); it is preferentially
of the group of polyolefins (polyethylene, polypropylene,
ethylenevinylacetate, etc.), and more preferentially it is
a laminar complex with an exterior layer (12 and 12’),
more removed from the fused mass that forms the weld,
of polypropylene (PP), and an interior layer (13 and 13’)
that conforms the fused mass of the weld together with
the mesh material, of low density polyethylene (LDPE).
[0039] Finally, as seen in Figure 4, and in order to pro-
vide the bag (1) with an easy opening system that, fur-
thermore, enables the opened bag to continue to be a
valid container for the rest of the product contained in it,
at least one cut (20) has been made in at least one of
the folds that close the openings of the bag, beginning
at the end of the fold or book folded point (10 and 11) of
the mesh and the sheet, which affects the two layers (8
and 8’) of the sheet and the two layers (9 and 9’) of the
mesh.
[0040] These cuts (20) are preferentially provided in
the center of the folds that close the closures (3 and 4)
of the bag and are oriented perpendicularly to the folded
axis of them, without this entailing a limitation since they
can be shifted with respect to this center and have dif-
ferent orientations, e.g. oblique, without affecting their
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functionality.

Claims

1. PLASTIC NET BAG, of the type made of a tubular
element (2) of plastic material in the form of a netted
element, such as a woven, extruded or similar mesh,
provided with a lateral laminar strips (5), also made
of plastic and united to it by heat sealing, primarily
used for the commercialization of certain food prod-
ucts, especially fruits and vegetables, character-
ized by the fact that the closures (3 and 4) of the
ends of the bag (1) are formed by an enveloping
association between the tubular mesh body (2) and
the ends of a the single laminar strip (5), such that
both the strip (5) and the mesh (2) conform a fold
over themselves, where the sum of materials includ-
ed in this fold are the ones involved in the heat welded
seal of the closures (3 and 4) of the bag; in which
these heat welds (6 and 7) are preferentially ar-
ranged transversally to the longitudinal axis of the
bag (1), forming either a continuous line or else a
line with discontinuous sections that extend along
the whole width of the sheet (5), being composed of
the fused mass provided by the two layers of the
sheet (8 and 8’) of the folded laminar strip (5) and
the two layers (9 and 9’) of the folded tubular mesh
(2).

2. PLASTIC NET BAG, as per claim 1, characterized
by the fact that the laminar strip (5) is located on the
exterior of the fold that encompasses the strip and
the mesh, and the tubular mesh element (2) is locat-
ed on the interior of this fold and is fully gathered
within the width of the laminar strip (5), where these
relative positions of the strip and the mesh can be
altered.

3. PLASTIC NET BAG, as per claims 1 and 2, charac-
terized by the fact that the length (L1) of the lines
or areas of welding (6 and 7) can be variable, pref-
erentially encompassing the whole width of the lam-
inar strip (5) and the closures of the bag (3 and 4),
with these width values preferentially ranging from
30 mm. to 200 mm., and more specifically from 40
to 70 mm.

4. PLASTIC NET BAG, as per claims 1 to 3, charac-
terized by the fact that the width (L2) of the welds
(6 and 7) can be variable, provided that it is sufficient
so that the whole of the welded mass has a resist-
ance suited to the dimensions and weight of the prod-
uct packed in the bags, preferentially ranging from
5 mm. to 30 mm., and more specifically from 10 mm.
to 15 mm.

5. PLASTIC NET BAG, as per claims 1 to 4, charac-

terized by the fact that the beginning of the lines of
heat welding (6 and 7), at the points more towards
the ends of the bag, is preferentially located at a dis-
tance (L3) of between 5 mm. and 50 mm., and more
specifically between 10 mm. and 20 mm., from the
book folded point (10 and 11) of the sheet and the
mesh, where this same distance (L3) is the one that
the fold of both components has without having any
type of union between them.

6. PLASTIC NET BAG, as per claims 1 to 5, charac-
terized by the fact that at the end of the heat welded
lines (6 and 7), at the points more towards the center
of the bag, a section (L4) is provided in which the
sheet (5) and the mesh (2) coming out of the welded
fold are free and without any union between them;
and by the fact that this section (L4) may vary from
being non-existent up to a maximum length of 50
mm., and is preferentially between 10 mm. and 20
mm.

7. PLASTIC NET BAG, as per claims 1 to 6, charac-
terized by the fact that, in a preferential execution,
the configurations of the folds closing the closures
(3 and 4), with their respective lines of heat welding
(6 and 7) located at both ends of the bag, are equal,
with the bag being symmetrical with respect to its
transversal axis; and also by the fact that it is possible
to consider the variants in which the two folds closing
the closures (3 and 4), with their respective lines of
heat welding (6 and 7) located at both ends or clo-
sures of the bags, are not equal and may differ in
terms of their dimensions (L1 to L4).

8. PLASTIC NET BAG, as per claims 1 to 7, charac-
terized by the fact that the laminar strip (5) forms a
handle to hold and carry the bag, since the welds (6
and 7) of this laminar element with the tubular mesh
body of the bag are sufficiently resistant.

9. PLASTIC NET BAG, as per claims 1 to 8, charac-
terized by the fact that the tubular mesh body (2)
that forms the body is a thermoplastic that enables
welding by fusion to the laminar strip (5), preferen-
tially of the group of polyolefins (polyethylene, poly-
propylene, ethylenevinylacetate, etc.), and more
preferentially of medium density polyethylene
(MDPE); and by the fact that the laminar strip (5) that
is welded to the ends or closures of the bag is also
a thermoplastic, which enables welding by fusion to
the tubular mesh body (2), being preferentially of the
group of polyolefins (polyethylene, polypropylene,
ethylenevinylacetate, etc.), and more preferentially
a laminar complex with an exterior layer (12 and 12’),
more removed from the fused mass that forms the
weld, of polypropylene (PP), and an interior layer (13
and 13’) that conforms the fused mass of the weld
together with the mesh material, of low density pol-
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yethylene (LDPE).

10. PLASTIC NET BAG, as per claims 1 to 9, charac-
terized by the fact that, in at least one of the folds
that close the closures (3 and 4) of the bag, at least
one cut (20) has been made, beginning at the end
of the fold or book folded point (10 and 11) of the
mesh and the sheet, which affects the two layers (8
and 8’) of the sheet and the two layers (9 and 9’) of
the mesh.

11. PLASTIC NET BAG, as per claim 10, characterized
by the fact that the cuts (20) are preferentially pro-
vided in the center of the folds that close the closures
(3 and 4) of the bag and are oriented perpendicularly
to the folded axis thereof.

Patentansprüche

1. PLASTIKNETZBEUTEL gefertigt aus einem rohrför-
migen Element (2) aus Kunststoffmaterial in Form
eines netzförmigen Teils wie zum Beispiel einer ge-
webten, extruierten Masche oder ähnliches, verse-
hen mit einem seitlichen, lamellaren auch aus Kunst-
stoff gefertigtem Band (5) und damit mittels einer
Hitzeversiegelung verbunden, Beutel, der haupt-
sächlich für die Vermarktung von bestimmten Nah-
rungsmittelprodukten verwendet wird, besonders für
Obst und Gemüse, dadurch gekennzeichnet,
dass die Endverschlüsse (3 und 4) des Beutels (1)
durch eine umhüllende Verbindung zwischen dem
rohrförmigen Maschenkörper (2) und den Enden des
einfachen lamellaren Bands (5) gebildet werden, so
dass das Band (5) und der Maschenteil (2) um sich
selbst einen Falz bilden, wobei alle in diesem Falz
eingeschlossenen Materialien diejenigen sind, die in
der Hitzeversiegelung der Verschlüsse (3 und 4) des
Beutels einbegriffen sind; wobei diese Hitzeversie-
gelungen (6 und 7) bevorzugt quer zur Längsachse
des Beutels (1) angeordnet werden und entweder
eine durchlaufende Naht bilden oder eine Naht mit
unterbrochenen Abschnitten, die sich auch über die
gesamte Breite der Bahn ausdehnen, die sich aus
der verschmolzenen Masse zusammensetzt, die
durch die beiden Lagen der Bahn (8 und 8’) des ge-
falteten lamellaren Bandes (5) und den beiden La-
gen (9 und 9’) des gefalteten rohrförmigen Maschen-
teils (2) gebildet wird.

2. PLASTIKNETZBEUTEL übereinstimmend mit An-
spruch 1, dadurch gekennzeichnet, dass das la-
mellare Band (5) auf der Aussenseite des Falzes
angeordnet ist, der das Band und den Maschenteil
umfasst, und dass das rohrförmige Maschenteil (2)
auf der Innenseite des Falzes angeordnet ist und
voll in der Breite des lamellaren Bands (5) einge-
schlossen ist, wobei diese relativen Lagen des Ban-

des und des Maschenteils geändert werden können.

3. PLASTIKNETZBEUTEL übereinstimmend mit An-
spruch 1 und 2, dadurch gekennzeichnet, dass
die Länge (L1) der Versiegelungsnähte oder -berei-
che (6 und 7) variable sein kann, wobei sie bevorzugt
die gesamte Breite des lamellaren Bandes (5) und
der Verschlüsse des Beutels (3 und 4) umfasst, wo-
bei diese Werte für die Breite bevorzugt zwischen
30 mm und 200 mm liegen, ganz besonders bevor-
zugt zwischen 40 und 70 mm.

4. PLASTIKNETZBEUTEL übereinstimmend mit An-
spruch 1 bis 3, dadurch gekennzeichnet, dass die
Breite (L2) der Versiegelungsnähte (6 und 7) varia-
bel sein kann unter der Bedingung, dass sie erlaubt,
das die verschweisste Masse eine ausreichende Fe-
stigkeit aufweist, um den Abmessungen und dem
Gewicht des in den Beuteln verpackten Produktes
zu genügen, bevorzugt von 5 mm bis 20 mm, und
besonders bevorzugt von 10 mm bis 15 mm.

5. PLASTIKNETZBEUTEL übereinstimmend mit An-
spruch 1 bis 4, dadurch gekennzeichnet, dass der
Anfang der Nähte der Hitzeversiegelung (6 und 7)
an den Stellen, die näher an den Beutelenden liegen,
bevorzugt mit einem Abstand (L3) von 5 mm bis 50
mm und besonders bevorzugt zwischen 10 mm und
20 mm zu dem Buchfalzpunkt (10 und 11) der Bahn
und des Maschenteils angeordnet ist, wobei dieser
Abstand (L3) auch derselbe ist, den der Falz beider
Komponenten ohne irgendeine Art Verbindung zwi-
schen diesen einnimmt.

6. PLASTIKNETZBEUTEL übereinstimmend mit An-
spruch 1 bis 5, dadurch gekennzeichnet, dass an
den Enden der Hitzeversiegelungsnähte (6 und 7)
an den Stellen, die näher zu der Mitte des Beutels
liegen, ein Abschnitt (L4) vorgesehen ist, in dem die
Bahn (5) und der Maschenteil (2), die aus dem ver-
siegelten falz hervortreten, frei sind und keinerlei
Verbindung unter sich aufweisen; und dadurch,
dass dieser Abschnitt (L4) variieren kann vom Nicht-
vorhandensein bis zu einer maximalen Länge von
50 mm, und bevorzugt eine Länge von 10 mm bis
20 mm aufweist.

7. PLASTIKNETZBEUTEL übereinstimmend mit An-
spruch 1 bis 6, dadurch gekennzeichnet, dass in
einer bevorzugten Ausführung die Konfigurationen
der die Verschlüsse (3 und 4) versiegelnden Falze
mit den jeweiligen Hitzeversiegelungsnähten (6 und
7), die an beiden Beutelenden angeordnet sind,
gleich sind mit dem Beutel, der mit bezug auf seine
Querachse symmetrisch ist; und auch durch die Tat-
sache, dass es möglich ist die Varianten in Betracht
zu ziehen, bei denen die beiden die Verschlüsse (3
und 4) versiegelnden Falze mit ihren entsprechen-
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den Hitzeversiegelungsnähten (6 und 7) an beiden
Enden der Beutelverschlüsse angeordnet sind, nicht
gleich sind und sich hinsichtlich ihrer Abmessungen
(L1 bis L4) unterscheiden.

8. PLASTIKNETZBEUTEL übereinstimmend mit An-
spruch 1 bis 7, dadurch gekennzeichnet, dass das
lamellare Band (5) einen Griff bildet zum Halten und
Tragen des Beutels, da die Nähte (6 und 7) dieses
lamellaren Elements mit dem rohrförmigen Ma-
schenkörper des Beutels eine ausreichende Festig-
keit aufweisen.

9. PLASTIKNETZBEUTEL übereinstimmend mit An-
spruch 1 bis 8, dadurch gekennzeichnet, dass der
rohrförmige Maschenteil (2), der den Körper bildet,
aus thermoplastischem Kunststoff ist, der ein Ver-
schweissen mittels Verschmelzen mit dem lamella-
ren Band (5) erlaubt, bevorzugt aus der Gruppe der
Polyolefine (Polyethylen, Polypropylen, Ethylen-
Vinylacetat usw.) und noch bevorzugter aus Polye-
thylen mittlerer Dichte (MDPE); und dadurch, dass
das lamellare Band (5), das an die Verschlussenden
des Beutels angeschweisst wird, auch aus thermo-
plastichen Kunststoff ist, was ein Verschweissen
mittels Verschmelzen mit dem rohrförmigen Ma-
schenkörper (2) erlaubt, wobei es bevorzugt aus der
Gruppe der Polyolefine ist (Polyethylen, Polypropy-
len, Ethyl-Vinylacetat usw.) und noch bevorzugter
aus einem lamellaren Verbundmaterial mit einer
Aussenlage (12 und 12’), die von der verschmolze-
nen Masse mehr abgebaut wurde, und die
Schweissnaht aus Polypropylen (PP) bildet und mit
einer Innenlage (13 und 13’), die die verschmolzene
Masse der Naht mit dem Maschenmaterial bildet,
aus einen Polyethylen niedriger Dichte (LDPE).

10. PLASTIKNETZBEUTEL übereinstimmend mit An-
spruch 1 bis 9, dadurch gekennzeichnet, dass
mindestens in einem Falz, der die Verschlüsse (3
und 4) des Beutels bildet, mindestens ein Einschnitt
(20) ausgeführt wurde, der am Ende des Falzes oder
Buchfalzpunktes (10 und 11) des Maschenteils und
der Bahn beginnt, Einschnitt, der sich auf beide La-
gen (8 und 8’) der Bahn und die beiden Lagen (9 und
9’) des Maschenteils auswirkt.

11. PLASTIKNETZBEUTEL übereinstimmend mit An-
spruch 10, dadurch gekennzeichnet, dass die Ein-
schnitte (20) bevorzugt in der Mitte des Falzes vor-
gesehen sind, der die Verschlüsse (3 und 4) des
Beutels versiegelt, und senkrecht zu der gefalteten
Achse desselben orientiert sind.

Revendications

1. SAC SOUS FORME DE FILET EN PLASTIQUE, du

type composé d’un élément tubulaire (2) en matière
plastique sous forme d’élément en filet, tel qu’une
maille tissée, extrudée ou similaire, pourvu d’une
bande laminaire latérale (5), aussi en plastique et
unie à celui-ci par scellage thermique, essentielle-
ment utilisé pour la commercialisation de certains
produits alimentaires, spécialement des fruits et des
légumes, caractérisé en ce que les fermetures (3
et 4) des extrémités du sac (1) sont formées par une
association enveloppante entre le corps de la maille
tubulaire (2) et les extrémités de la seule bande la-
minaire (5), de telle sorte qu’aussi bien la bande (5)
que la maille (2) conforment un rabat sur elles-mê-
mes, caractérisé en ce que la somme des maté-
riaux compris dans ce rabat sont ceux impliqués
dans le joint soudé thermiquement des fermetures
(3 et 4) du sac ; sac dans lequel ces soudures ther-
miques (6 et 7) sont disposées de préférence trans-
versalement à l’axe longitudinal du sac (1), formant
ou bien une ligne continue ou une ligne ayant des
sections discontinues qui s’étendent sur toute la lar-
geur de la feuille (5), étant composée de la masse
fondue fournie par les deux couches de la feuille (8
et 8’) de la bande laminaire repliée et les deux cou-
ches (9 et 9’) de la maille tubulaire repliée (2).

2. SAC SOUS FORME DE FILET EN PLASTIQUE, se-
lon la revendication 1, caractérisé en ce que la ban-
de laminaire (5) est placée à l’extérieur du rabat qui
contient la bande et la maille, et l’élément de maille
tubulaire (2) est placé à l’intérieur de ce rabat et est
complètement rassemblé dans la largeur de la ban-
de laminaire (5), caractérisé en ce que ces posi-
tions relatives de la bande et de la maille peuvent
être changées.

3. SAC SOUS FORME DE FILET EN PLASTIQUE, se-
lon les revendications 1 et 2, caractérisé en ce que
la longueur (L1) des lignes ou des zones de soudage
(6 et 7) peut être variable, englobant de préférence
la largeur totale de la bande laminaire (5) et des fer-
metures du sac (3 et 4), ces valeurs de la largeur
oscillant de préférence entre 30 mm et 200 mm, et
plus spécifiquement entre 40 et 70 mm.

4. SAC SOUS FORME DE FILET EN PLASTIQUE, se-
lon les revendications 1 à 3, caractérisé en ce que
la largeur (L2) des soudures (6 et 7) peut être varia-
ble, à condition qu’elle soit suffisante pour que la
totalité de la masse soudée ait une résistance adap-
tée aux dimensions et au poids du produit emballé
dans les sacs, oscillant de préférence entre 5 mm
et 30 mm, et plus spécifiquement entre 10 mm et 15
mm.

5. SAC SOUS FORME DE FILET EN PLASTIQUE, se-
lon les revendications 1 à 4, caractérisé en ce que
le début des lignes de soudage thermique (6 et 7),
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aux points situés vers les extrémités du sac, est pla-
cé de préférence à une distance (L3) se situant entre
5 mm et 50 mm, et plus spécifiquement entre 10 mm
et 20 mm, à compter du point plié en livre (10 et 11)
de la feuille et de la maille, caractérisé en ce que
cette même distance (L3) est celle que possède le
rabat des deux composants sans aucun type d’union
entre eux.

6. SAC SOUS FORME DE FILET EN PLASTIQUE, se-
lon les revendications 1 à 5, caractérisé en ce qu’à
l’extrémité des lignes soudées thermiquement (6 et
7), aux points situés vers le milieu du sac, une section
(L4) est prévue dans laquelle la feuille (5) et la maille
(2) ressortant du rabat soudé sont exemptes et sans
union entre elles ; et en ce que cette section (L4)
peut varier entre le fait d’être inexistante jusqu’à une
longueur maximale de 50 mm, et se trouve de pré-
férence entre 10 mm et 20 mm.

7. SAC SOUS FORME DE FILET EN PLASTIQUE, se-
lon les revendications 1 à 6, caractérisé en ce que,
lors d’une réalisation préférentielle, les configura-
tions des rabats fermant les fermetures (3 et 4), avec
leurs lignes respectives de soudage thermique (6 et
7) placées aux deux extrémités du sac, sont égales,
le sac étant symétrique par rapport à son axe
transversal ; et en ce qu’il est possible de considérer
les variantes selon lesquelles les deux rabats fer-
mant les fermetures (3 et 4), avec leurs lignes res-
pectives de soudage thermique (6 et 7) placées aux
deux extrémités du sac, ne sont pas égales et peu-
vent être différentes quant à leurs dimensions (L1 à
L4).

8. SAC SOUS FORME DE FILET EN PLASTIQUE, se-
lon les revendications 1 à 7, caractérisé en ce que
la bande laminaire (5) forme une poignée pour tenir
et porter le sac, étant donné que les soudures (6 et
7) de cet élément laminaire avec le corps de maille
tubulaire du sac sont suffisamment résistantes.

9. SAC SOUS FORME DE FILET EN PLASTIQUE, se-
lon les revendications 1 à 8, caractérisé en ce que
le corps de maille tubulaire (2) qui forme le corps est
un matériau thermoplastique qui permet le soudage
par fusion à la bande laminaire (5), appartenant de
préférence au groupe des polyoléfines (polyéthylè-
ne, polypropylène, éthylène vinyl acétate, etc.) et
spécialement en polyéthylène à moyenne densité
(MDPE) ; et en ce que la bande laminaire (5) qui est
soudée aux extrémités ou aux fermetures du sac,
est aussi un matériau thermoplastique qui permet le
soudage par fusion au corps de maille tubulaire (2),
appartenant de préférence au groupe des polyoléfi-
nes (polyéthylène, polypropylène, éthylène vinyl
acétate, etc.) et spécialement un complexe laminaire
ayant une couche extérieure (12 et 12’), plus retirée

de la masse fondue qui forme la soudure, en poly-
propylène (PP), et une couche intérieure (13 et 13’)
qui conforme la masse fondue de la soudure con-
jointement avec le matériau de la maille, en polyé-
thylène à basse densité (LDPE).

10. SAC SOUS FORME DE FILET EN PLASTIQUE, se-
lon les revendications 1 à 9, caractérisé en ce que
dans au moins un des rabats qui ferment les ferme-
tures (3 et 4) du sac, il a été fait au moins une coupure
(20) qui commence à l’extrémité du rabat ou point
plié en livre (10 et 11) de la maille et de la feuille,
laquelle a un effet sur les deux couches (8 et 8’) de
la feuille et sur les deux couches (9 et 9’) de la maille.

11. SAC SOUS FORME DE FILET EN PLASTIQUE, se-
lon la revendication 10, caractérisé en ce que les
coupures (20) sont réalisées de préférence au milieu
des rabats qui ferment les fermetures (3 et 4) du sac
et sont orientées perpendiculairement à l’axe replié
de ce dernier.
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