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(54) POUCH FOR MICROWAVE OVEN USE

(57) To provide a microwavable pouch capable of
reliably ensuring a large opening in the slit during micro-
wave heating. Provided is a microwavable pouch (10) in
which an automatic steam venting mechanism (20) in-
cludes a steam venting sealing portion (30), a slit (50)
and a flap piece (41), the slit (50) includes a slit interme-
diate portion (52) formed toward a region closer to a seal
peeling start portion (31) than a pair of slit end portions
(51), and the automatic steam venting mechanism (20)
further includes an unsealed portion (41) formed to cover
the entire periphery of the slit (50) and a control sealing
portion (70) formed by heat-welding a part of the flap
piece (41) to a second film (12).
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Description

Technical Field

[0001] The present invention relates to a microwavable
pouch that is provided with an automatic steam venting
mechanism that automatically releases internal steam
during heating.

Background Art

[0002] Packaged food products have been marketed
in which cooked or semi-cooked food is contained in a
pouch formed into a bag shape by thermally bonding films
that overlap each other, and the food is then cooked in
a microwave oven before eating.
[0003] When such a pouch is heated in a microwave
oven, the steam generated from the food and the thermal
expansion of the internal air increase the internal pres-
sure of the pouch, which may cause the pouch to rupture
or deform, and the food inside the pouch to scatter due
to the rupturing of the pouch.
[0004] For this reason, in recent years, it has been
known that a microwavable pouch is generally provided
with an automatic steam venting mechanism that auto-
matically releases internal steam during heating (see, for
example, Patent Document 1). As one aspect of such an
automatic steam venting mechanism, as illustrated in
FIG. 10, there has been known one including a steam
venting sealing portion 130 that is formed by heat-weld-
ing overlapped films 111 and 112 and isolates a steam
releasing portion 140 inside thereof from a content con-
taining portion 114, and a slit 150 that is formed through
the first film 111 in the steam releasing portion 140.
[0005] In an automatic steam venting mechanism 120
illustrated in FIG. 10, when the pressure in the content
containing portion 114 increases due to heating by the
microwave oven, a part of the steam venting sealing por-
tion 130 is peeled off, the content containing portion 114
and the steam releasing portion 140 communicate with
each other, and the steam in the content containing por-
tion 114 is emitted to the outside through the slit 150.

Citation List

Patent Literature

[0006] Patent Document 1: JP 2003-192042 A

Summary of Invention

Technical Problem

[0007] However, the automatic steam venting mecha-
nism 120 illustrated in FIG. 10 may have an opening hav-
ing an insufficient size in the slit 150 depending on the
degree of expansion of the pouch during heating. When
the opening in the slit 150 is small, a sufficient emitting

amount of steam cannot be secured, and thus the ex-
panded state of the pouch by the steam is maintained
for a long time. This may cause a perforation phenome-
non to occur in the pouch due to thermal damage to the
inner surface material of the pouch or the like.
[0008] It is therefore an object of the present invention
to solve these problems, and to provide a microwavable
pouch having a simple structure and capable of reliably
ensuring a large opening in the slit during microwave
heating.

Solution to Problem

[0009] According to an aspect of the present invention,
provided is a microwavable pouch comprising an auto-
matic steam venting mechanism,

the automatic steam venting mechanism comprising
a steam venting sealing portion that is formed by
heat-welding a first film and a second film that over-
lap each other and isolates a steam releasing portion
inside the steam venting sealing portion from a con-
tent containing portion,
a slit that is formed in the first film in the steam re-
leasing portion, and
a flap piece that is formed in the first film and is de-
fined by the slit,
the steam venting sealing portion comprising a seal
peeling start portion that starts peeling by steam gen-
erated in the content containing portion during heat-
ing,
the slit comprising
a pair of slit end portions and
a slit intermediate portion that is formed toward a
region closer to the seal peeling start portion than
the pair of slit end portions and connects both of the
pair of slit end portions, and the automatic steam
venting mechanism further comprising
an unsealed portion formed to cover an entire pe-
riphery of the slit and in which the first film and the
second film are not welded, and
a control sealing portion in which a part of the flap
piece formed in the first film is heat-welded to the
second film,
whereby the above-described problems are solved.

Advantageous Effects of Invention

[0010] According to the present invention, the auto-
matic steam venting mechanism has an unsealed portion
formed to cover an entire periphery of the slit and a control
sealing portion in which a part of the flap piece formed
in the first film is heat-welded to the second film. When
the pouch is heated by the microwave oven and the
steam venting sealing portion is peeled off and the con-
tent containing portion and the steam releasing portion
communicate with each other, the first and second films
tend to separate from each other due to an increase in
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the internal pressure of the pouch on the side closer to
the seal peeling start portion than the slit, while the first
and second films are prevented from separating from
each other by the control sealing portion in the region
where the flap piece is formed on the side farther from
the seal peeling start portion than the slit. Therefore, the
opening of the slit can be reliably ensured to be large,
and the steam can be emitted well.
[0011] In addition, since the unsealed portion is formed
to cover the entire periphery of the slit, the first and sec-
ond films can be reliably separated from each other by
an increase in the internal pressure of the pouch on the
side closer to the seal peeling start portion than the slit.

Brief Description of Drawings

[0012]

FIG. 1 is an explanatory view illustrating a microwav-
able pouch according to a first embodiment of the
present invention.
FIG. 2 is an explanatory view illustrating an automat-
ic steam venting mechanism when viewed from a
first film side.
FIG. 3 is an explanatory view illustrating the auto-
matic steam venting mechanism viewed from a sec-
ond film side opposite to FIG. 2.
FIG. 4 is an explanatory view illustrating a state of
the automatic steam venting mechanism during
pouch heating.
FIG. 5 is an explanatory view for explaining dimen-
sions of each portion.
FIG. 6 is a photograph showing a state in which the
pouch formed with a control sealing portion is heat-
ed.
FIG. 7 is a photograph showing a state in which a
pouch not formed with the control sealing portion is
heated.
FIG. 8 is an explanatory view illustrating an automat-
ic steam venting mechanism according to a second
embodiment.
FIG. 9 is an explanatory view illustrating a variation
of the automatic steam venting mechanism.
FIG. 10 is an explanatory view illustrating a known
automatic steam venting mechanism.

Description of Embodiments

[0013] A microwavable pouch 10 according to the first
embodiment of the present invention will be described
below with reference to the drawings.
[0014] First, as illustrated in FIG. 1, the pouch 10 is
formed into a bag shape by forming a bag-making sealing
portion 13 produced by thermally bonding overlapped
first and second films 11 and 12 (and a gusset portion
film) at predetermined positions, and a content such as
food is contained in a content containing portion 14 inside
the bag-making sealing portion 13.

[0015] Aspects of the pouch 10 in the present embod-
iment will be specifically described. As illustrated in FIG.
1, the first and second films 11 and 12 continuously
formed as a single film are folded in half at the top portion
of the pouch 10. A gusset portion film (not illustrated) is
disposed between the first and second films 11 and 12
at the bottom portion of the pouch 10. The first and second
films 11 and 12 or the first and second films 11 and 12
and the gusset portion film (not illustrated) are heat-weld-
ed on both side portions and the bottom portion of the
pouch 10 to form the bag-making sealing portion 13 (side
sealing portions 13a and 13b, bottom sealing portion
13c), whereby the pouch 10 is configured as a so-called
standing pouch formed into a bag shape.
[0016] As illustrated in FIG. 1, the side sealing portions
13a and 13b are formed with notches 15 for opening the
pouch 10 at two positions including a position above a
steam venting sealing portion 30 described later and a
position opposite thereto.
[0017] The pouch 10 is provided with an automatic
steam venting mechanism 20 for automatically releasing
steam in the pouch 10 to the outside during heating.
[0018] As illustrated in FIGS. 1 and 2, the automatic
steam venting mechanism 20 includes: the steam venting
sealing portion 30 formed by heat-welding the over-
lapped first and second films 11 and 12 to isolate a steam
releasing portion 40 in the automatic steam venting
mechanism 20 from the content containing portion 14; a
slit 50 formed in the first film 11 in the steam releasing
portion 40; and a flap piece 60 formed in the first film 11
and defined by the slit 50.
[0019] Each component of the automatic steam vent-
ing mechanism 20 will be described below with reference
to FIG. 2.
[0020] First, as illustrated in FIG. 2, the steam venting
sealing portion 30 is formed continuously with the bag-
making sealing portion 13 (the side sealing portion 13a)
inside the bag-making sealing portion 13.
[0021] The steam venting sealing portion 30 has a seal
peeling start portion 31 that starts peeling (so that the
outer peripheral side and the inner peripheral side of the
steam venting sealing portion 30 communicate) by the
steam generated in the content containing portion 14 dur-
ing heating in the microwave oven. In the present em-
bodiment, as illustrated in FIGS. 1 and 2, the seal peeling
start portion 31 is a portion of the annular steam venting
sealing portion 30 that is closest to the center C of the
content containing portion 14.
[0022] As illustrated in FIG. 2, the steam releasing por-
tion 40 is a portion isolated from the content containing
portion 14 by forming the steam venting sealing portion
30, and in the present embodiment, the periphery of the
steam releasing portion 40 is surrounded by the steam
venting sealing portion 30 and (the side sealing portion
13a of) the bag-making sealing portion 13.
[0023] As illustrated in FIG. 2, the slit 50 is formed
through the first film 11 in the film thickness direction,
and includes a pair of slit end portions 51 and a substan-
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tially arc-shaped (substantially C-shaped or substantially
U-shaped) slit intermediate portion 52 formed toward a
region closer to the seal peeling start portion 31 than the
pair of slit end portions 51 (a side closer to the seal peeling
start portion 31 than an imaginary line passing through
the pair of slit end portions 51) and connecting both of
the pair of slit end portions 51.
[0024] Note that, in the present embodiment, the po-
sitions of the pair of slit end portions 51 are determined
such that the imaginary line connecting both of the pair
of slit end portions 51 extends along the longitudinal di-
rection (vertical direction in FIG. 1) of the microwavable
pouch 10 (parallel to the side sealing portion 13a).
[0025] In the first embodiment, as illustrated in FIG. 3,
the second film 12 is not formed with a slit in the steam
releasing portion 40.
[0026] As illustrated in FIG. 2, the flap piece 60 is a
portion that is partially separated from the peripheral por-
tion of the first film 11 in the steam releasing portion 40
by forming the slit 50.
[0027] The flap piece 60 has a connection portion 61
connected to the peripheral portion of the first film 11 at
a position far from the seal peeling start portion 31 in the
outer peripheral edge of the flap piece 60.
[0028] As illustrated in FIG. 2, the automatic steam
venting mechanism 20 further includes an unsealed por-
tion 41 formed so as to cover the entire periphery of the
slit 50 in the steam releasing portion 40, and a control
sealing portion 70 formed by heat-welding a part of the
flap piece 60 formed in the first film 11 to the second film
12.
[0029] The unsealed portion 41 is a portion where the
overlapped first and second films 11 and 12 are not weld-
ed, and is formed so as to entirely cover the entire pe-
riphery of the slit 50 in the pouch plane direction when
the microwavable pouch 10 is viewed in a plan view as
illustrated in FIG. 2.
[0030] In the present embodiment, the unsealed por-
tion 41 is formed over the entire region of the steam re-
leasing portion 40 except for the location where the con-
trol sealing portion 70 is formed.
[0031] The control sealing portion 70 is a portion
formed by welding the overlapped first and second films
11 and 12. As illustrated in FIG. 2, the control sealing
portion 70 is formed continuously with the bag-making
sealing portion 13 (side sealing portion 13a) so as to pro-
trude laterally from the bag-making sealing portion 13
(side sealing portion 13a) toward the inside of the pouch,
and a part of the flap piece 60 is heat-welded to the sec-
ond film 12 at a part (distal end portion) of the control
sealing portion 70.
[0032] Next, the dimensions of each portion are set as
follows.
[0033] First, as illustrated in FIG. 5, in the direction per-
pendicular to the virtual line connecting both of the pair
of slit end portions 51 (in other words, the direction in
which the connection portion 61 extends) (in the case of
the example illustrated in FIG. 1 or 5, the lateral direction

of the microwavable pouch 10), a distance γ between a
location of the slit 50 that is located innermost of the
pouch (apex location) in the above-described direction
and the control sealing portion 70 is preferably 4 mm or
less, and more preferably 3 mm or less, from the view-
point of satisfactorily exhibiting the effect of the control
sealing portion 70 (that is, the effect of preventing the
first and second films 11 and 12 from separating from
each other by the control sealing portion 70 and reliably
ensuring a large opening in the slit 50).
[0034] As illustrated in FIG. 5, in the direction perpen-
dicular to the imaginary line connecting both of the pair
of slit end portions 51 (in other words, the direction in
which the connection portion 61 extends) (in the case of
the example illustrated in FIG. 1 or 5, the lateral direction
of the microwavable pouch 10, the horizontal direction
of the drawing), the distance β between a location of the
slit 50 that is located innermost of the pouch (apex loca-
tion) in the above-described direction and the steam vent-
ing sealing portion 30 is preferably 4 mm or less, and
more preferably 3 mm or less, from the viewpoint of, when
the steam venting sealing portion 30 is peeled off during
pouch heating, preventing the passage of steam formed
between the peeled location of the steam venting sealing
portion 30 and the slit 50 from being clogged again and
releasing the steam well.
[0035] In addition, as illustrated in FIG. 5, a distance
σ between the pair of slit end portions 51 is preferably
set to 5 mm or more, and more preferably set to from 7
to 10 mm or less from the viewpoint of ensuring a large
opening in the slit 50 during pouch heating.
[0036] Next, the state of each portion when the pouch
10 of the present embodiment is heated will be described
below.
[0037] First, when the pouch 10 is heated by a micro-
wave oven, the internal pressure of the pouch 10 increas-
es due to steam generated from the content such as food
or the like and thermal expansion of internal air, and a
force is applied radially from the center C (see FIG. 1) of
the content containing portion 14.
[0038] Next, the steam venting sealing portion 30 starts
peeling from the vicinity of a location (seal peeling start
portion 31) close to the center C of the content containing
portion 14 by the force spreading radially, and the peeling
of the steam venting sealing portion 30 progresses in a
direction away from the center C of the content containing
portion 14.
[0039] In addition, when the peeling of the steam vent-
ing sealing portion 30 progresses, the peeling of the un-
sealed portion 41 of the steam releasing portion 40 also
progresses in a direction away from the center C of the
content containing portion 14.
[0040] That is, in the unsealed portion 41 of the steam
releasing portion 40, the first and second films 11 and 12
are in close contact with each other before the start of
peeling of the steam venting sealing portion 30, but after
the start of peeling of the steam venting sealing portion
30, peeling proceeds in a direction away from the center
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C of the content containing portion 14 due to the above-
described force spreading radially.
[0041] Next, when the peeling between the first and
second films 11 and 12 in the steam venting sealing por-
tion 30 and the unsealed portion 41 reaches the position
of the slit 50, the steam in the content containing portion
14 is released to the outside of the pouch 10 through the
slit 50.
[0042] At this time, the first and second films 11 and
12 tend to separate from each other due to the internal
pressure of the pouch 10 on the side closer to the seal
peeling start portion 31 than the slit 50 (region A illustrat-
ed in FIG. 4), whereas the first and second films 11 and
12 are prevented from separating from each other by the
control sealing portion 70 in the region where the flap
piece 60 is formed on the side farther from the seal peel-
ing start portion 31 than the slit 50 (region B illustrated
in FIG. 4). Therefore, with the slit 50 as a boundary, the
first film 11 in the region A and the first film 11 in the
region B are greatly separated in the front and back di-
rection of the pouch. As a result, as illustrated in FIG. 6,
a large opening can be ensured in the slit 50, and a suf-
ficient amount of steam can be emitted. Therefore, the
internal pressure of the pouch after the pouch is heated
in a microwave oven and steam starts to be released
from the pouch (after steam is released) can be main-
tained at a low internal pressure of 1.10 kgf/cm2 or less,
and there is no risk of bag breakage.
[0043] As a comparative example, FIG. 7 shows an
example in which a pouch not formed with the control
sealing portion 70 as illustrated in FIG. 10 is heated and
an opening having a sufficient size cannot be ensured in
the slit 150. As shown in FIG. 7, when a sufficiently large
opening cannot be ensured in the slit 150, the emitting
amount of steam cannot be sufficiently ensured. For this
reason, the internal pressure of the pouch after releasing
steam tends to be higher than 1.10 kgf/cm2 or less, and
the risk of bag breakage increases.
[0044] At this time, since the unsealed portion 41 is
formed so as to cover the entire periphery of the slit 50,
the first and second films 11 and 12 can be reliably sep-
arated from each other on the side closer to the seal
peeling start portion 31 than the slit 50 (region A illustrat-
ed in FIG. 4).
[0045] Next, a microwavable pouch 10 according to a
second embodiment of the present invention will be de-
scribed with reference to FIG. 8. Here, in the second em-
bodiment, excepting a part of the configuration, the con-
figuration is the same as that of the first embodiment
described above, and thus, a description will be omitted
of the configuration apart from the points of difference.
[0046] Note that, FIG. 8(a) is an explanatory view illus-
trating the pouch 10 according to the second embodiment
when viewed from a first film 11 side, and FIG. 8(b) is an
explanatory view illustrating the pouch 10 when viewed
from a second film 12 side opposite to FIG. 8(a).
[0047] First, in the first embodiment described above,
as illustrated in FIGS. 2 and 3, the slit 50 has been de-

scribed as being formed only in the first film 11 and no
slit is formed in the second film 12 in the steam releasing
portion 40. While, in the second embodiment, as illus-
trated in FIG. 8, a slit (second slit 53) is also formed in a
second film 12 in a steam releasing portion 40.
[0048] That is, in the second embodiment, as illustrat-
ed in FIG. 8, the second film 12 is formed with the second
slit 53 formed in the same shape and at the same position
as the slit 50 formed in a first film 11 so as to completely
overlap the slit 50 formed in the first film 11 in the front
and back direction.
[0049] Similarly to the slit 50 formed in the first film 11,
the second slit 53 formed in the second film 12 is formed
so as to pass through the second film 12 in the film thick-
ness direction, and as illustrated in FIG. 8(b), includes a
pair of slit end portions 54 and a substantially arc-shaped
(substantially C-shaped or substantially U-shaped) slit
intermediate portion 55 formed toward a region closer to
a seal peeling start portion 31 than the pair of slit end
portions 54 to connect both of the pair of slit end portions
54.
[0050] In the second embodiment, as illustrated in FIG.
8(b), a second flap piece 62 is formed in the second film
12 in the same manner as the flap piece 60 formed in
the first film 11.
[0051] As illustrated in FIG. 8(b), the second flap piece
62 is a portion partially separated from the peripheral
portion of the second film 12 in the steam releasing por-
tion 40 by the formation of the second slit 53, and has a
connection portion 63 connected to the peripheral portion
of the second film 12 at a position far from the seal peeling
start portion 31 in the outer peripheral edge of the second
flap piece.
[0052] In the second embodiment, a part of the flap
piece 60 formed in the first film 11 is heat-welded to a
part of the second flap piece 62 formed in the second
film 12 by a control sealing portion 70.
[0053] In the pouch 10 according to the second em-
bodiment produced as described above, since a slit is
also formed in the second film 12 as the second slit 53,
even when steam cannot be ejected only from the slit 50
formed in the first film 11, for example, when the pouch
10 is placed in a microwave oven with the first film 11
side down, steam can be emitted from the second slit 53
formed in the second film 12, thereby improving the re-
liability of steam emitting. In addition, compared to a case
where a slit is formed only in the first film 11 as the slit
50, the slits 50 and 53 can be formed at a time after the
steam venting sealing portion 30 is formed by welding
the first film 11 and the second film 12, and thus the slits
50 and 53 can be reliably disposed at a predetermined
position in the steam venting sealing portion 30.
[0054] The embodiments of the present invention have
been described in detail above, but the present invention
is not limited to the embodiments described above, and
various design modifications can be made insofar as they
do not depart from the scope of the claims of the present
invention.
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[0055] For example, the pouch 10 may be configured
by any combination of configurations of the above-de-
scribed plurality of embodiments and variations.
[0056] Specifically, the films constituting the pouch 10
(the first and second films 11 and 12 and the gusset por-
tion film) may be formed by laminating synthetic resin
films such as polyester, polypropylene, polyamide, or
known synthetic resin films such as a coating film or a
steam-deposited film produced by imparting gas barrier
properties or moisture barrier properties to the synthetic
resin films, or laminating paper or aluminum foil on the
synthetic resin film.
[0057] Although the pouch 10 is formed as a so-called
standing pouch in the above-described embodiment,
specifically, the pouch 10 may be formed in any form
such as a pouch in which a gusset film is not disposed
between the first and second films 11 and 12 as long as
the pouch 10 includes the first and second films 11 and
12 disposed to overlap each other.
[0058] Although the first and second films 11 and 12
have been described as being integrally formed as one
film in the above-described embodiment, the first and
second films 11 and 12 may be formed separately.
[0059] Although the content of the pouch 10 has been
described as being food in the above-described embod-
iment, specifically, the content is not limited to food.
[0060] In the above-described embodiment, the steam
venting sealing portion 30 has been described as being
formed continuously with (the side sealing portion 13a
of) the bag-making sealing portion 13. However, a spe-
cific aspect of the steam venting sealing portion 30 is not
limited to the above, and the steam venting sealing por-
tion 30 may be independently formed inside the bag-mak-
ing sealing portion 13 as illustrated in FIG. 9(a).
[0061] As a variation of the steam venting sealing por-
tion 30, the position of the seal peeling start portion 31
that starts peeling by the steam generated in the content
containing portion 14 during microwave heating may be
adjusted by providing peeling resistance (resistance per-
formance against communication between the outer pe-
ripheral side and the inner peripheral side of the steam
venting sealing portion 30 due to the progress of peeling)
having different strength to each portion of the steam
venting sealing portion 30 by forming a strong sealing
portion and a weak sealing portion, or the like in the steam
venting sealing portion 30.
[0062] Although the control sealing portion 70 has
been described as being formed continuously with the
bag-making sealing portion 13 in the above-described
embodiment, a specific aspect of the control sealing por-
tion 70 is not limited to the above. As illustrated in FIG.
9(b), the control sealing portion 70 may be formed as a
point seal for heat-welding a part of the flap piece 60 to
the second film 12 at a position independent from the
bag-making sealing portion 13.
[0063] In the above-described embodiment, the slit in-
termediate portion 52 of the slit 50 has been described
as being formed in a substantially arc shape (substan-

tially C shape or substantially U shape). However, the
slit intermediate portion 52 may be formed in any shape
as long as it is formed from the pair of slit end portions
51 toward a region closer to the seal peeling start portion
31 and connects both of the pair of slit end portions 51.
For example, the intermediate slit portion 52 may be
formed of a plurality of straight lines or curved lines, such
as a V-shape or a U-shape.
[0064] In the above-described embodiment, the slit 50
has been described as being a linear cut (a cut having
no width). However, a specific aspect of the slit 50 is not
limited thereto, and the slit 50 may be formed to have a
predetermined width (a width in a direction orthogonal to
the extending direction of the slit 50).

Reference Signs List

[0065]

10 Pouch (Microwavable pouch)
11 First film
12 Second film
13 Bag-making sealing portion
13a Side sealing portion
13b Side sealing portion
13c Bottom sealing portion
14 Content containing portion
15 Notch
20 Automatic steam venting mechanism
30 Steam venting sealing portion
31 Seal peeling start portion
40 Steam releasing portion
41 Unsealed portion
50 Slit
51 A pair of slit end portions
52 Slit intermediate portion
53 Second slit
54 A pair of slit end portions
55 Slit intermediate portion
60 Flap piece
61 Connection portion
62 Second flap piece
63 Connection portion
70 Control sealing portion
C Center of content containing portion

Claims

1. A microwavable pouch comprising an automatic
steam venting mechanism,

the automatic steam venting mechanism com-
prising
a steam venting sealing portion that is formed
by heat-welding a first film and a second film that
overlap each other and isolates a steam releas-
ing portion inside the steam venting sealing por-
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tion from a content containing portion,
a slit that is formed in the first film in the steam
releasing portion, and
a flap piece that is formed in the first film and is
defined by the slit,
the steam venting sealing portion comprising a
seal peeling start portion that starts peeling by
steam generated in the content containing por-
tion during heating,
the slit comprising
a pair of slit end portions and
a slit intermediate portion that is formed toward
a region closer to the seal peeling start portion
than the pair of slit end portions and connects
both of the pair of slit end portions, and
the automatic steam venting mechanism further
comprising
an unsealed portion formed to cover an entire
periphery of the slit and in which the first film and
the second film are not welded, and
a control sealing portion in which a part of the
flap piece formed on the first film is heat-welded
to the second film.

2. The microwavable pouch according to claim 1,
wherein the microwavable pouch is formed into a
bag shape by heat-welding the first film and the sec-
ond film to form a bag-making sealing portion,

the steam venting sealing portion is formed con-
tinuously with the bag-making sealing portion,
and
the control sealing portion is formed to protrude
from the bag-making sealing portion toward an
inside of the microwavable pouch.

3. The microwavable pouch according to claim 1 or 2,
wherein the second film is formed with a second slit
formed in the same shape and the same position as
the slit formed in the first film to overlap the slit formed
in the first film in a front-back direction in the steam
releasing portion.
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