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(54) SYSTEM COMPRING AN AIR NOZZLE AND A SELF-STANDING POUCH

(57) The invention relates to a system comprising an
air nozzle and a self-standing pouch in which a first
side-surface film, a second side-surface film, and a bot-
tom film sandwiched therebetween are joined together,
peripheral portions thereof are sealed to form a storage
part, and the bottom film serves as a lower bottom surface
of the storage part. The self-standing pouch comprises
a non-sealed region provided in a side edge portion cor-
responding to a region where peripheral portions at side
ends of the first side-surface film and the second side-sur-
face film are sealed, the non-sealed region being a region
not sealed over a predetermined length in a top-bottom
direction, and an opening provided at a position near an
upper end of the non-sealed region, the opening being
formed penetrating through at least one of the first
side-surface film and the second side-surface film. The
air nozzle comprises an air blowout hole and has a tip
surface. The non-sealed region includes an air filling por-
tion which takes therein, through the opening, air blown
out from the air blowout hole of the air nozzle having the
tip surface. The tip surface is disposed at a position a
predetermined distance apart from the opening and the
air filling portion is not sealed within a predetermined ra-
dius larger than a radius of the air nozzle from a center
of the opening such that, when air is blown from the air
blowout hole at the center of the tip surface of the air
nozzle and the air filling portion expands due to an in-

crease in an internal pressure, a part near the opening
is closely adhered to the tip surface of the air nozzle.
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Description

TECHNICAL FIELD

[0001] The present invention relates to a self-standing
pouch.

BACKGROUND ART

[0002] As a package for packaging contents such as
liquid, a viscous substance, powder, a solid, or the like,
a package formed by joining films together and sealing
peripheral portions of the films has been known.
[0003] FIG. 10 is a plan view of a self-standing pouch
900 disclosed in Patent Literature 1. The pouch 900 is
produced by inserting a bottom film 903 folded in half,
from a fold line side, between a first side-surface film 901
and a second side-surface film 902, and sealing periph-
eral portions of the films joined together. Further, a spout
904 for taking out contents is attached so as to be sand-
wiched and sealed between the first side-surface film 901
and the second side-surface film 902. A region excluding
the peripheral portions of the films forms a storage part
905 in which the contents are stored. Inside the region
where the films are sealed, a non-sealed region 906 is
provided over a predetermined length in a height direc-
tion. At an upper end of the non-sealed region 906, an
air filling portion 908 is formed penetrating through the
first side-surface film 901 and/or the second side-surface
film, and air is injected into the non-sealed region 906
through the air filling portion 908, thereby forming an air
layer 907. By unfolding the bottom film 903 so that the
first side-surface film 901 and the second side-surface
film 902 form a cylindrical shape at a bottom portion of
the pouch 900, the pouch 900 is allowed to stand by itself.
[0004] The air layer 907 makes the first side-surface
film 901 and the second side-surface film 902 less likely
to bend at the air layer 907 and its vicinity. Therefore,
when the pouch 900 is made to stand by itself, the overall
shape of the pouch 900 is less likely to deform, and thus
the self-standing property of the pouch 900 is easily main-
tained. When the pouch 900 is carried or when the con-
tents are taken out, the air layer 907 serve as a handle.
Therefore, a user can easily hold the pouch 900 by grasp-
ing the air layer 907.
[0005] FIG. 11 is a schematic diagram showing an ex-
ample of a method for injecting air into the non-sealed
region 906. Arrows shown in FIG. 11 indicate the flow of
air. Injection of air into the non-sealed region 906 is per-
formed as follows. That is, with an air nozzle 909 being
applied to one of the side-surface films and a receiving
member 911 for the air nozzle 909 being applied to the
other side-surface film, air is blown from an air blowout
hole 910 of the air nozzle 909 and injected into the non-
sealed region 906 through the air filling portion 908.

CITATION LIST

[PATENT LITERATURE]

[0006] [Patent Literature 1] Japanese Laid-Open Pat-
ent Publication No. 2006-123931

SUMMARY OF THE INVENTION

PROBLEMS TO BE SOLVED BY THE INVENTION

[0007] When air is injected into the non-sealed region
906, since the air nozzle 909 is closely attached to the
first side-surface film 901 and/or the second side-surface
film in which the air filling portion 908 is formed, an air
flow path in the non-sealed region 906 is narrowed by a
tip of the air nozzle 909, and consequently, a satisfactory
air injection result cannot be obtained.
[0008] As a method for injecting air into the non-sealed
region 906 while securing an air flow path in the non-
sealed region 906, a method of using an air nozzle 909
having a partially chamfered tip portion as shown in FIG.
12, and a method of using a partially recessed receiving
member 911 as shown in FIG. 13, are conceivable. In
FIGS. 12 and 13, arrows indicate the flow of air. However,
when the air nozzle 909 having the partially chamfered
tip portion is used, a gap is formed between the cham-
fered portion and the first side-surface film 901, and leak-
age of air occurs as shown by a broken arrow in FIG. 12.
When the partially recessed receiving member 911 is
used, the first side-surface film 901 and the second side-
surface film 902 escape in the recess, and a gap is formed
between the air nozzle 909 and the first side-surface film
901, resulting in leakage of air as shown by a broken
allow in FIG. 13. Such leakage of air causes problems
such as an increase in the amount of air to be injected
into the non-sealed region 906, an increase in the time
required for the air injection, and variation in the pressure
of the air injected into the non-sealed region 906.
[0009] Further, there is a method of using a dual-tube
air nozzle 909 including an air blowout hole 910 and a
suction hole 912 as shown in FIG. 14. In FIG. 14, arrows
indicate the flow of air. In this method, a side-surface film
on which the air nozzle 909 is applied is attracted to the
air nozzle 909 by sucking air through the suction hole
912, and air is injected through the air blowout hole 910.
In this method, the pouch 900 in which the air filling por-
tions 908 are formed in both the first side-surface film
901 and the second side-surface film 902 cannot be used.
The pouch 900 in which the air filling portion 908 is formed
in only one of the first side-surface film 901 and the sec-
ond side-surface film 902 needs a process of forming the
air filling portion 908, separately from the process of
punching over the entire periphery into the shape of the
pouch 900, which makes the pouch manufacturing proc-
ess complicated. Further, since the dual-tube air nozzle
909 is complicated in structure, the cost thereof is high,
and the time required for enclosing air is increased.
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[0010] Therefore, an object of the present invention is
to provide a pouch which allows formation of an air layer
by sealing air with a simple mechanism using a single-
tube air nozzle.

SOLUTION TO THE PROBLEMS

[0011] The present invention is a self-standing pouch
in which a first side-surface film, a second side-surface
film, and a bottom film sandwiched therebetween are
joined together, peripheral portions thereof are sealed to
form a storage part, and the bottom film serves as a lower
bottom surface of the storage part. The pouch includes,
in a side edge portion corresponding to a region where
peripheral portions at side ends of the first side-surface
film and the second side-surface film are sealed, a non-
sealed region which is a region not sealed over a prede-
termined length in a top-bottom direction, and an opening
provided near an upper end of the non-sealed region,
penetrating through at least one of the first side-surface
film and the second side-surface film. The non-sealed
region includes an air filling portion which takes therein,
through the opening, air blown out from an air blowout
hole of an air nozzle having a tip surface disposed at a
position a predetermined distance apart from the open-
ing. The air filling portion is not sealed within a predeter-
mined radius larger than a radius of the air nozzle from
a center of the opening such that, when the air filling
portion expands due to an increase in an internal pres-
sure, a part near the opening is closely adhered to the
tip surface of the air nozzle.

ADVANTAGEOUS EFFECTS OF THE INVENTION

[0012] According to the present invention, it is possible
to provide a pouch in which air can be injected with a
simple mechanism using a single-tube air nozzle.

BRIEF DESCRIPTION OF THE DRAWINGS

[0013]

[FIG. 1] FIG. 1 is a plan view of a pouch according
to a first embodiment of the present invention.
[FIG. 2] FIG. 2 is a cross-sectional view of the pouch
taken along a line A-A’ in FIG. 1.
[FIG. 3] FIG. 3 is a partial enlarged view showing an
air filling portion according to the first embodiment
of the present invention.
[FIG. 4] FIG. 4 is a diagram showing an air injection
method for the pouch according to the first embodi-
ment of the present invention.
[FIG. 5] FIG. 5 is a diagram showing an air injection
method for the pouch according to the first embodi-
ment of the present invention.
[FIG. 6] FIG. 6 is a cross-sectional view of the pouch
with an air layer being clamped, according to the first
embodiment of the present invention.

[FIG. 7A] FIG. 7A is a diagram showing another
shape of an opening portion of the pouch according
to the first embodiment of the present invention.
[FIG. 7B] FIG. 7B is a diagram showing another
shape of an opening portion of the pouch according
to the first embodiment of the present invention.
[FIG. 7C] FIG. 7C is a diagram showing another
shape of an opening portion of the pouch according
to the first embodiment of the present invention.
[FIG. 7D] FIG. 7D is a diagram showing another
shape of an opening portion of the pouch according
to the first embodiment of the present invention.
[FIG. 7E] FIG. 7E is a diagram showing another
shape of an opening portion of the pouch according
to the first embodiment of the present invention.
[FIG. 7F] FIG. 7F is a diagram showing another
shape of an opening portion of the pouch according
to the first embodiment of the present invention.
[FIG. 8A] FIG. 8A is a diagram showing another
shape of a constricted portion of the pouch according
to the first embodiment of the present invention.
[FIG. 8B] FIG. 8B is a diagram showing another
shape of the constricted portion of the pouch accord-
ing to the first embodiment of the present invention.
[FIG. 8C] FIG. 8C is a diagram showing another
shape of the constricted portion of the pouch accord-
ing to the first embodiment of the present invention.
[FIG. 9] FIG. 9 is a diagram showing another example
of the air injection method for the pouch according
to the first embodiment of the present invention.
[FIG. 10] FIG. 10 is a plan view of a conventional
pouch.
[FIG. 11] FIG. 11 is a diagram showing an air injection
method for the conventional pouch.
[FIG. 12] FIG. 12 is a diagram showing another ex-
ample of the air injection method for the conventional
pouch.
[FIG. 13] FIG. 13 is a diagram showing another ex-
ample of the air injection method for the conventional
pouch.
[FIG. 14] FIG. 14 is a diagram showing another ex-
ample of the air injection method for the conventional
pouch.

EMBODIMENTS FOR CARRYING OUT THE INVEN-
TION

(First embodiment)

[0014] FIG. 1 is a plan view showing a pouch 100 ac-
cording to the present embodiment. FIG. 2 is a cross-
sectional view of the pouch 100 taken along a line A-A’
in FIG. 1. The pouch 100 is formed by joining a first side-
surface film 101, a second side-surface film 102, and a
bottom film 103 together. The bottom film 103 is folded
in half and inserted between the films 101 and 102. Pe-
ripheral portions of these films joined together are sealed,
thereby forming a storage part 105. When the bottom film
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103 is unfolded so that the first side-surface film 101 and
the second side-surface film 102 form a cylindrical shape
at a bottom portion on the side where the bottom film 103
is sealed, the pouch 100 is allowed to stand by itself with
the bottom film 103 being a bottom surface.
[0015] Regarding the self-standing pouch 100, the ver-
tical direction is referred to as a top-bottom direction, and
the horizontal direction is referred to as a right-left direc-
tion. In a region where the peripheral portions of the first
side-surface film 101 and the second side-surface film
102 are sealed, a non-sealed region 106 which is a region
not sealed over a predetermined length in the top-bottom
direction is formed in a side edge portion 108 which is
an end portion in the left-right direction. Air is injected
into the non-sealed region 106 to form an air layer 107,
and the first side-surface film 101 and the second side-
surface film 102 expand to form a cylindrical shape in the
non-sealed region 106 as shown in FIG. 2. A spout 104
for taking out contents is sandwiched between the first
side-surface film 101 and the second side-surface film
102 and sealed. The spout 104 may be dispensed with.
[0016] In the pouch 100, the air layer 107 makes the
first side-surface film 101 and the second side-surface
film 102 less likely to bent at the air layer 107 and its
vicinity. Therefore, when the pouch 100 is made to stand
by itself, the overall shape of the pouch 100 is less likely
to deform, and thus the self-standing property of the
pouch 100 is easily maintained. When the pouch 100 is
carried or when the contents are taken out, the first side-
surface film 101 and the second side-surface film 102
around the air layer 107 serve as a handle. Therefore, a
user can easily hold the pouch 100 by grasping this por-
tion. The pouch 100 is less likely to deform in shape, and
can be stably held. Therefore, even if the amount of the
contents is small, the position of an outlet port can be
made stable when the contents are taken out, and the
contents can be moved to an intended position.
[0017] FIG. 3 shows an air filling portion 111. The
shape of the air filling portion 111 is described with ref-
erence to FIG. 3. The pouch 100 has the air filling portion
111 through which air is injected into the non-sealed re-
gion 106. The air filling portion 111 has an opening 110
which is a cross-shaped slit penetrating through at least
one of the first side-surface film 101 and second side-
surface film 102. The air filling portion 111 is provided
near an upper end of the non-sealed region 106. The
opening 110 is composed of two slits which penetrate
through at least one of the first side-surface film 101 and
the second side-surface film 102 so as to extend in the
right-left direction and the top-bottom direction, and in-
tersect with each other. However, in the process of using
a machine for manufacturing the pouch 100, in order to
form the opening 110 in the same punching work as
punching for entire-periphery trimming of the pouch 100,
it is preferable that the opening 110 is formed penetrating
through both the first side-surface film 101 and the sec-
ond side-surface film 102. In the present embodiment,
as an example, the opening 110 is formed in both the

first side-surface film 101 and the second side-surface
film 102.
[0018] Further, the air filling portion 111 is not sealed
in a predetermined radius larger than the radius of an air
nozzle centering on the opening 110. With the air filling
portion having the above-mentioned shape, when air is
injected into the air filling portion 111 from the air nozzle
having the tip surface located at a position apart from the
air filling portion 111 by a predetermined distance, the
internal pressure of the air filling portion 111 increases
and thereby the air filling portion 111 expands like a bal-
loon. At this time, a part near the opening 110 is closely
adhered to the air nozzle over the circumference of the
air blowout hole at the tip surface of the air nozzle. The
predetermined radius range mentioned above may be
appropriately set according to the distance between the
air nozzle and the opening 110 and/or the diameter of
the air blowout hole of the air nozzle, in order achieve
close adhesion of the tip surface of the air nozzle and
the part near the opening 110.
[0019] The length of the slits of the opening 110 may
be set in a range longer than the diameter of the air blow-
out hole of the air nozzle so that the opening 110 is suf-
ficiently opened when the air filling portion 111 expands
like a balloon, and shorter than the diameter of the air
nozzle so that leakage of air from a gap between the tip
surface of the air nozzle and the opening 110 is sup-
pressed.
[0020] Further, the pouch 100 has a constricted portion
109 extending in the top-down direction over a predeter-
mined range, at a lower end side of the air filling portion
111. The length of the constricted portion 109 in the right-
left direction is desired to be as short as possible in a
range that ensures a sufficient flow rate of air flowing into
the non-sealed region 106.
[0021] The pouch 100 is manufactured as follows. That
is, the bottom film 103 folded in half is inserted between
the first side-surface film 101 and the second side-sur-
face film 102 from the fold line side. First, the bottom-
side peripheral portions of the films and the both side
edge portions thereof are sealed so as to form the non-
sealed region 106. Then, the pouch 100 is subjected to
entire-periphery trimming by punching, and simultane-
ously with the punching, the opening 110 is formed pen-
etrating through the first side-surface film 101 and the
second side-surface film 102. Thereafter, air is injected
into the air filling portion 111 to form the air layer 107 in
the non-sealed region 106. The procedure of injecting air
into the air filling portion 111 is described with reference
to FIG. 4 and FIG. 5. In FIG. 4 and FIG. 5, arrows indicate
the flow of air. As shown in FIG. 4, for example, an air
nozzle 113 is located at a position where the tip surface
of the air nozzle 113 is apart from the opening 110 formed
in the first side-surface film 101 by a predetermined dis-
tance, and a receiving member 115 for the air nozzle 113
is applied to the second side-surface film 102. Thereafter,
air is blown from the air blowout hole 114 at the center
of the tip surface of the air nozzle 113 which is an annular
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flat surface. At this time, the part near the opening 110
is vibrated due to the air blow, and starts to take the air
into the air filling portion 111 through the opening 110.
Thereafter, as shown in FIG. 5, as the air is being taken
into the air filling portion 111, the internal pressure of the
air filling portion 111 increases, and the air filling portion
111 expands like a balloon, whereby the part near the
opening 110 is closely adhered to the circumference of
the air blowout hole 114 at the tip surface of the air nozzle
113. When the part near the opening 110 is closely ad-
hered to the circumference of the air blowout hole 114
at the tip surface of the air nozzle 113, the air blowout
hole 114 and the non-sealed region 106 become a closed
space, thereby preventing leakage of air from a space
between the air nozzle 113 and the air filling portion 111,
and realizing injection of air into the non-sealed region
106 without causing the air flow path inside the air filling
portion 111 to be narrowed. The larger the distance be-
tween the air nozzle 113 and the opening 110 is within
a predetermine range, the wider the air flow path inside
the air filling portion 111 can be secured, and therefore,
air can be injected into the non-sealed region 106 in a
shorter time. Further, when the air filling portion 111 has
the above-mentioned shape, air can be satisfactorily in-
jected into the air filling portion 111 regardless of the ma-
terial of the pouch 100. For example, even when the
pouch 100 is made of a material having poor elasticity,
the air filling portion 111 can be sufficiently expended,
and air can be satisfactorily injected into the non-sealed
region 106. Therefore, a material having less elasticity
can be preferably used as a material of the pouch 100.
[0022] Further, the larger the diameter of the air blow-
out hole 114 of the air nozzle 113 is, the more a positional
error of the air nozzle 113 with respect to the opening
110 can be absorbed, and thereby the rate of occurrence
of defectives when air is injected into the air filling portion
111 can be reduced. Also in this case, it is preferable to
increase the radius range of the air filling portion 111 so
that the air filling portion 111 sufficiently expands also at
a position opposing the tip surface of the air nozzle 113.
[0023] Further, at the time when the internal pressure
of the air filling portion 111 increases to a predetermined
level, filling of air is stopped. If the air pressure does not
reach the predetermined level, it is determined that a
defect, such as a large error of the position of the opening
110 with respect to the air nozzle 113, occurs.
[0024] Next, after formation of the air layer 107 in the
non-sealed region 106, in order to prevent leakage of air
from the air layer 107, the constricted portion 109 is
pinched with a clamp in the state where the internal pres-
sure is being applied to the air layer 107, thereby to block
the air flow path. When the internal pressure is being
applied due to the air, the cross-sectional shape of the
air layer 107 taken in the right-left direction is almost com-
plete round as shown in FIG. 2. In addition, when the air
flow path expands sterically, the sealed portions at the
peripheral portions of the air flow path get closer to each
other than before the expanding of the air flow path. FIG.

6 shows a cross section of the air layer 107 being pinched
with the clamp to block the air flow path. As shown in
FIG. 6, since the air layer 107 is pinched with the clamp
in the state where the films are folded at the both ends
and thereby a space is formed, the air flow path cannot
be sufficiently blocked. On the other hand, the constricted
portion 109 that narrows the air flow path between the
air filling portion 111 and the air layer 107 has, at its both
ends, the air filling portion 111 and the air layer 107 each
expanding in a dome shape, whereby the cross-sectional
shape of the constricted portion 109 taken along the right-
left direction is deformed as compared to a complete
round. Therefore, by pinching the constricted portion 109
with the clamp, the air flow path can be preferably blocked
without the films being folded at the both ends. Even
when the cross-sectional shape of the constricted portion
109 taken along the right-left direction is an almost com-
plete round, since the diameter of the constricted portion
109 is small, the films are not likely to be folded at the
both ends. Further, instead of providing the constricted
portion 109, the side edge portions of the air layer 107
may be partially pinched with a gripper holding the pouch
100 to narrow the air flow path.
[0025] Next, the pouch 100 is transferred to a machine
for subjecting the air filling portion 111 to a sealing proc-
ess, with the constricted portion 109 being pinched with
the clamp in order to block the air flow path, and then the
air filling portion 111 is sealed. In the pouch 100, since
the air filling portion 111, the constricted portion, and the
air layer 107 are arranged so as to be substantially
aligned in the top-bottom direction, the constricted por-
tion 109 can be pinched with the clamp in the right-left
direction with respect to the pouch 100. Therefore, in the
sealing process for the air filling portion 111, interference
between the clamp and a heat source located above the
clamp can be easily avoided.
[0026] In the above-mentioned embodiment, the open-
ing 110 is a cross-shaped slit. However, the present in-
vention is not limited thereto. Examples of the slit of the
opening 110 may include: a single straight-line slit ex-
tending in the right-left direction as shown in FIG. 7A; a
single straight-line slit extending in the top-bottom direc-
tion as shown in FIG. 7B; two straight-line slits extending
in an upper right direction and an upper left direction as
shown in FIG. 7C; three straight-line slits intersecting
each other as shown in FIG. 7D; and an arc-shaped slit
as shown in FIG. 7E. The opening 110 is not necessarily
a slit but may be a hollow round hole as shown in FIG. 7F.
[0027] In the above-mentioned embodiment, the con-
stricted portion 109 extends in the top-bottom direction
over a predetermined region. However, as shown in
FIGS. 8A and 8B, a predetermined portion between the
air filling portion 111 and the air layer 107 may be con-
stricted. The length of the constricted predetermined por-
tion in the right-left direction is also desired to be as short
as possible in a range that ensures a sufficient flow rate
of air flowing into the non-sealed region 106. Further, in
the above-mentioned embodiment, the air filling portion
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111 and the air layer 107 are connected to each other in
the top-bottom direction. However, as shown in FIG. 8C,
the air filling portion 111 and the air layer may be con-
nected to each other in the right-left direction, and a pre-
determined portion between the air filling portion 111 and
the air layer 107 may be constricted. Further, when the
air filling portion 111 and the air layer are connected to
each other in the right-left direction as shown in FIG. 8C,
the constricted predetermined portion can be pinched
with a clamp in the top-bottom direction with respect to
the pouch 100. Therefore, interference between the
clamp and a heat source located to the left of the clamp
can be easily avoided.
[0028] Further, the air injection method has been de-
scribed in which the air nozzle 113 is disposed only on
the opening 110 side which is formed in the first side-
surface film 101 or the second side-surface film 102.
However, when the air filling portion 111 is provided in
both the first side-surface film 101 and the second side-
surface film 102, as shown in FIG. 9, an air nozzle 113,
instead of the receiving member 115, may be disposed
at a position a predetermined distance apart from the
opening 110 formed in the second side-surface film 102,
and then air may be injected into the openings 110 pro-
vided in both the first side-surface film 101 and the sec-
ond side-surface film 102.

INDUSTRIAL APPLICABILITY

[0029] The present invention is useful for self-standing
pouches and the like. In particular, the present invention
is useful to improve air injection efficiency, working effi-
ciency in a pouch manufacturing process, and the like.

DESCRIPTION OF THE REFERENCE CHARACTERS

[0030]

100 pouch
101 first side-surface film
102 second side-surface film
103 bottom film
104 spout
105 storage part
106 non-sealed region
107 air layer
108 side edge portion
109 constricted portion
110 opening
111 air filling portion
113 air nozzle
114 air blowout hole
115 receiving member
900 pouch
901 first side-surface film
902 second side-surface film
903 bottom film
904 spout

905 storage part
906 non-sealed region
907 air layer
908 air filling portion
909 air nozzle
910 air blowout hole
911 receiving member
912 suction hole

[0031] This application is a divisional application of Eu-
ropean patent application no. 14 832 712.5 (the "parent
application"), also published under no. EP-A-3000743.
The original claims of the parent application are repeated
below in the present specification in the form of items
and form part of the content of this divisional application
as filed.

[Item 1] A self-standing pouch in which a first side-
surface film, a second side-surface film, and a bot-
tom film sandwiched therebetween are joined to-
gether, peripheral portions thereof are sealed to form
a storage part, and the bottom film serves as a lower
bottom surface of the storage part, the self-standing
pouch comprising: a non-sealed region provided in
a side edge portion corresponding to a region where
peripheral portions at side ends of the first side-sur-
face film and the second side-surface film are sealed,
the non-sealed region being a region not sealed over
a predetermined length in a top-bottom direction, and
an opening provided at a position near an upper end
of the non-sealed region, the opening being formed
penetrating through at least one of the first side-sur-
face film and the second side-surface film, wherein
the non-sealed region includes an air filling portion
which takes therein, through the opening, air blown
out from an air blowout hole of an air nozzle having
a tip surface disposed at a position a predetermined
distance apart from the opening, and the air filling
portion is not sealed within a predetermined radius
larger than a radius of the air nozzle from a center
of the opening such that, when the air filling portion
expands due to an increase in an internal pressure,
a part near the opening is closely adhered to the tip
surface of the air nozzle.

[Item 2] The self-standing pouch according to item
1, wherein the opening is a slit or a hole penetrating
through the first side-surface film and/or the second
side-surface film.

[Item 3] The self-standing pouch according to item
1, wherein the opening is at least one straight-line
slit having a length longer than a diameter of the air
blowout hole of the air nozzle and shorter than a
diameter of the air nozzle.

[Item 4] The self-standing pouch according to item
1, wherein the opening is a plurality of straight-line
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slits each having a length longer than a diameter of
the air blowout hole of the air nozzle and shorter than
a diameter of the air nozzle, and intersecting with
each other.

[Item 5] The self-standing pouch according to item
1, wherein the opening is an arc-shaped slit having
a diameter larger than a diameter of the air blowout
hole of the air nozzle and smaller than a diameter of
the air nozzle.

[Item 6] The self-standing pouch according to item
1, wherein the non-sealed region further includes a
constricted portion near a location below the air filling
portion, the constricted portion having a length, in a
right-left direction, shorter than other portions.

Claims

1. A system comprising an air nozzle (113) and a self-
standing pouch (100) in which a first side-surface
film (101), a second side-surface film (102), and a
bottom film (103) sandwiched therebetween are
joined together, peripheral portions thereof are
sealed to form a storage part (105), and the bottom
film (103) serves as a lower bottom surface of the
storage part (105), the self-standing pouch (100)
comprising:

a non-sealed region (106) provided in a side
edge portion (108) corresponding to a region
where peripheral portions at side ends of the
first side-surface film (101) and the second side-
surface film (102) are sealed, the non-sealed
region (106) being a region not sealed over a
predetermined length in a top-bottom direction,
and
an opening (110) provided at a position near an
upper end of the non-sealed region (106), the
opening (110) being formed penetrating through
at least one of the first side-surface film (101)
and the second side-surface film (102), wherein
the air nozzle (113) comprises an air blowout
hole (114) and has a tip surface,
the non-sealed region (106) includes an air filling
portion (111) which takes therein, through the
opening (110), air blown out from the air blowout
hole (114) of the air nozzle (113) having the tip
surface,
characterized in that
the tip surface is disposed at a position a pre-
determined distance apart from the opening
(110) and the air filling portion (111) is not sealed
within a predetermined radius larger than a ra-
dius of the air nozzle (113) from a center of the
opening (110) such that, when air is blown from
the air blowout hole (114) at the center of the tip

surface of the air nozzle (113) and the air filling
portion (111) expands due to an increase in an
internal pressure, a part near the opening (110)
is closely adhered to the tip surface of the air
nozzle (113),
either the opening (110) is at least one straight
line slit having a length longer than a diameter
of the air blowout hole (114) of the air nozzle
(113) and shorter than a diameter of the air noz-
zle (113) and penetrating the first side-surface
film (101) and/or the second side-surface film
(102), or
the opening (110) is an arc-shaped slit or a hole
having a diameter larger than a diameter of the
air blowout hole (114) of the air nozzle (113) and
smaller than a diameter of the air nozzle (113),
wherein the arc-shaped slit or the hole pene-
trates the first side-surface film (101) and/or the
second side-surface film (102).

2. The system according to claim 1, wherein the open-
ing (110) is a plurality of straight-line slits each having
a length longer than a diameter of the air blowout
hole (114) of the air nozzle (113) and shorter than a
diameter of the air nozzle (113), and intersecting with
each other.

3. The system according to claim 1, wherein the non-
sealed region (106) further includes a constricted
portion (109) near a location below the air filling por-
tion (111), the constricted portion (109) having a
length, in a right-left direction, shorter than other por-
tions.
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