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Description

TECHNICAL FIELD

[0001] The present invention relates to a honeycomb structured body.

BACKGROUND ART

[0002] There has been known, as an exhaust gas purification filter or a catalyst carrier, an aggregated type honeycomb
structured body formed by a combination of plural pillar-shaped honeycomb fired bodies, each of the honeycomb fired
bodies having a large number of cells longitudinally placed in parallel with one another (for example, refer to Patent
Document 1). In the aggregated type honeycomb structured body of this kind, an adhesive layer is formed on a side
face of each honeycomb fired body, and the honeycomb fired bodies are adhered to one another by interposing the
above-mentioned adhesive layer.
In the honeycomb structured body of this kind, in order to prevent collapse of the structure of the honeycomb structured
body having the honeycomb fired bodies bound with one another, the honeycomb fired bodies are firmly adhered to one
another.
[0003] However, in a case where the aggregated type honeycomb structured body having the honeycomb fired bodies
firmly adhered to one another is used as an exhaust gas purification filter, a problem has been that cracks due to thermal
stress imposed in a regeneration process may occur in the central part of the honeycomb structured body.
Patent Document 1: JP-A 2005-154202
[0004] The present invention has been devised to solve these problems, and an object of the present invention is to
provide a honeycomb structured body in which no cracks and the like occur even when thermal stress is imposed in the
regeneration process and the like.
[0005] EP 1 142 619 A1 discloses a honeycomb filter and ceramic filter assembly produced by adhering with a ceramic
seal layer outer surfaces of a plurality of filters, each of which is formed from a sintered porous ceramic body. The seal
layer is formed from at least an inorganic fiber, an inorganic binder, an organic binder, and inorganic particles.
[0006] EP 1 707 546 A1 discloses a honeycomb structure and seal material, wherein the honeycomb structure is
produced by joining a plurality of honeycomb units with the seal material, and the seal material comprises an inorganic
binder and oxide particles.
[0007] EP 1 728 544 A1 discloses a honeycomb structure in which a plurality of honeycomb segments having a plurality
of cells partitioned by porous partition walls and functioning as fluid channels are bonded to one another by means of
a bonding material containing ceramic as a main component. A three-point bending strength of the bonding layer is set
to 5 MPa or more, and a shearing strength of a bonded portion including the bonding layer and the outer walls is set to
1 MPa or more.

DISCLOSURE OF THE INVENTION MEANS FOR SOLVING THE PROBLEMS

[0008] Namely, the honeycomb structured body described in claim 1 is a honeycomb structured body in which a
plurality of pillar-shaped honeycomb fired bodies are bound with one another by interposing an adhesive layer, each of
the honeycomb fired bodies having a large number of cells longitudinally placed in parallel with one another with a cell
wall therebetween, wherein an adhesive strength A between central portion honeycomb fired bodies out of the honeycomb
fired bodies measured by a 3-point bending strength test is at least 0.02 and at most 0.2 MPa, the central portion
honeycomb fired bodies being positioned at a central portion of a cross-section formed by cutting the honeycomb
structured body perpendicularly to the longitudinal direction, and the adhesive strength A is lower than an adhesive
strength B between peripheral portion honeycomb fired bodies out of the honeycomb fired bodies measured by the 3-
point bending strength test, the peripheral portion honeycomb fired bodies being positioned at a peripheral portion of
the honeycomb structured body, said adhesive layer includes a combination of inorganic fibers and an inorganic binder,
a combination of inorganic particles and the inorganic binder, or a combination of the inorganic fibers, the inorganic
particles and the inorganic binder as a main component, and wherein each adhesive strength is influenced by composition
or a content of the inorganic binder, composition of the inorganic particles or the inorganic fiber, and a density of an
adhesive agent, as applicable to the respective adhesive layer.
[0009] In the honeycomb structured body described in claim 1, the adhesive strength A between the central portion
honeycomb fired bodies is lower than the adhesive strength B between the peripheral portion honeycomb fired bodies.
[0010] In the regeneration process of the honeycomb structured body, since the central portion of the honeycomb
structured body, compared with the peripheral portion thereof, tends to reach a high temperature, it is expected that the
central portion receives greater thermal stress than the peripheral portion. However, since the honeycomb structured
body of the present invention is designed to have low adhesive strength A between the central portion honeycomb fired
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bodies, it is possible to alleviate thermal stress to be imposed on the central portion honeycomb fired body by the
adhesive layer and also to prevent cracks from occurring in the central portion of the honeycomb structured body.
Further, the honeycomb structured body of the present invention is designed to have high adhesive strength B between
the peripheral portion honeycomb fired bodies, and the peripheral portion honeycomb fired bodies are adhered to one
another with a sufficient adhesive strength to maintain the structure of the honeycomb structured body, resulting in no
collapse of the structure of the honeycomb structured body or no displacement of the position of the honeycomb fired
bodies.
[0011] Furthermore, since the adhesive strength A between the central portion honeycomb fired bodies is 0.02 MPa
or more, the central portion honeycomb fired body is not allowed to easily escape from the honeycomb structured body.
Moreover, since the above-mentioned adhesive strength A is 0.2 or less MPa, the thermal stress to be imposed on the
central portion honeycomb fired body is allowed to be easily distributed, thereby preventing occurrences of cracks and
the like.
[0012] Namely, unlike the conventional honeycomb structured body in which all the honeycomb fired bodies are
uniformly adhered to one another with an high adhesive strength, the honeycomb structured body of the present invention
is designed to have a difference between the adhesive strength between the peripheral portion honeycomb fired bodies
and the adhesive strength between the central portion honeycomb fired bodies, so that it is possible to provide a hon-
eycomb structured body which is formed with a sufficient adhesive strength for maintenance the structure thereof and
allows no cracks to occur in the regeneration process.
[0013] In the honeycomb structured body described in claim 2, a difference between the adhesive strength A between
the central portion honeycomb fired bodies measured by the 3-point bending strength test and the adhesive strength B
between the peripheral portion honeycomb fired bodies measured by the 3-point bending strength test is at least 0.02
and at most 0.2 MPa.
[0014] In the honeycomb structured body described in claim 2, the difference (B-A) between the adhesive strengths
is within the above-mentioned range, so that thermal stress is distributed to the central portion and adhesive layers
neighborhood thereof, thereby preventing occurrences of cracks and the like in the regeneration process.
In a case where the difference (B-A) between the adhesive strengths is less than 0.02 MPa, cracks tend to occur due
to the small difference thereof. On the other hand, in a case where the difference (B-A) between the adhesive strengths
is more 0.2 MPa, the adhesive strength in the peripheral portion is so strong that stress concentration occurs in the
peripheral portion, thereby easily causing cracks.
[0015] In the honeycomb structured body described in claim 3, either one end portion of each of the above-mentioned
cells is sealed, and thereby the honeycomb structured body functions as an exhaust gas purification filter for removing
particulates and the like in exhaust gases from vehicles.
[0016] Since the honeycomb structured body described in claim 4 includes, as a main component of the above-
mentioned adhesive layer, a combination of inorganic fibers and an inorganic binder, a combination of inorganic particles
and the inorganic binder or a combination of the inorganic fibers, the inorganic particles and the inorganic binder, in
case of the adhesive layer formed therein, it becomes easy to alleviate stress and more difficult to generate cracks and
the like.

BEST MODE FOR CARRYING OUT THE INVENTION

(First Embodiment)

[0017] Hereinafter, referring to drawings, the first embodiment that is one embodiment of the present invention will be
described.
Fig. 1(a) is a longitudinal cross-sectional view that schematically shows one embodiment of the honeycomb structured
body of the present invention, and Fig. 1(b) is a perspective view of the honeycomb structured body. Fig. 2 (a) is a
perspective view that shows the honeycomb fired body 13 forming the honeycomb structured body illustrated in Figs. 1
(a) and 1(b), and Fig. 2(b) is an A-A line cross-sectional view thereof.
[0018] In the honeycomb structured body 10 according to the present embodiment, a plurality of honeycomb fired
bodies 11, 12, and 13 including the honeycomb fired body 13 shown in Fig. 2 (a) are bound to one another by interposing
an adhesive layer 14 to form a ceramic block 15. Furthermore, a seal material layer 16 is formed on the periphery of the
ceramic block 15.
Although only the outline of the honeycomb fired bodies 11, 12, and 13 is shown in Figs. 1(a) and 1(b), the honeycomb
fired body 13 and the like, which form the honeycomb structured body 10, have a large number of cells 13a longitudinally
placed in parallel with one another and the cell wall 13b separating cells 13a, as shown in Fig. 2 (b), so as to function
as a filter.
[0019] As shown in Fig. 2(b), each of the cells 13a, formed in the honeycomb fired body 13, is sealed with a plug 13c
at either one of the ends on its exhaust-gas inlet side and outlet side so that exhaust gases that have flowed into one
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cell 13a is discharged from another cell 13a after having always passed through the cell wall 13b that separates the
cells 13a; thus, when the exhaust gases pass through the cell wall 13b, particulates are captured by the cell wall 13b
portion so that the exhaust gases are purified. Here, the honeycomb fired body 13 has a square-pillar shape, as shown
in Fig. 2(a), and the honeycomb fired bodies 11 and 12 are manufactured by cutting the honeycomb fired body 13.
[0020] In the honeycomb structured body of the present invention, the central portion refers to a portion neighborhood
of the center on a cross-section formed by cutting the honeycomb structured body perpendicularly to the longitudinal
direction.
Therefore, in the honeycomb structured body 10 having a total of 16 pieces of honeycomb fired bodies 11, 12, and 13
bound by 4 � 4 pcs in lengthwise and breadthwise, the central portion honeycomb fired bodies refers to four honeycomb
fired bodies 13 positioned at the upper right, the lower right, the central upper left, and the central lower left from the
center of the cross-section formed by cutting the honeycomb structured body perpendicularly to the longitudinal direction
thereof, as shown in Fig. 1(a).
[0021] Moreover, the peripheral portion honeycomb fired bodies forming a part of the periphery of the honeycomb
structured body refer to 12 pieces of honeycomb fired bodies 11 and 12 which are in contact with the seal material layer
16 formed in the peripheral portion in Fig. 1(a).
[0022] Therefore, the adhesive strength A between central portion honeycomb fired bodies refers to an adhesive
strength between the honeycomb fired bodies 13 adhered by the adhesive layer 14a, and the adhesive strength B
between the peripheral portion honeycomb fired bodies refers to an adhesive strength between the honeycomb fired
bodies 11 and 12 or the honeycomb fired bodies 12 and 12 adhered by an adhesive layer 14b.
[0023] Fig. 3 is a longitudinal cross-sectional view of the honeycomb structured body 20 having a total of 25 pieces
of honeycomb fired bodies 21, 22, 23 and 27 bound by 5 � 5 pcs in lengthwise and breadthwise.
The central portion honeycomb fired bodies in the honeycomb structured body 20 of this kind refer to a honeycomb fired
body 23 positioned at the center of the cross-section and eight honeycomb fired bodies in the above, the below, the left,
the right, the upper right, the lower right, the upper left, and the lower left from this honeycomb fired body, that is, a total
of nine honeycomb fired bodies.
Here, a numeral number 25 in Fig. 3 indicates the ceramic block.
[0024] Moreover, in Fig. 3, the peripheral portion honeycomb fired bodies forming a part of the periphery refer to 16
pieces of honeycomb fired bodies 21, 22 and 27 which are in contact with the seal material layer 26 formed in the
peripheral portion.
[0025] Therefore, the adhesive strength A between the central portion honeycomb fired bodies refers to an adhesive
strength between honeycomb fired bodies 23 adhered by an adhesive layer 24a, and the adhesive strength B between
the peripheral portion honeycomb fired bodies refers to an adhesive strength between the honeycomb fired bodies 21
and 22 or the honeycomb fired bodies 22 and 27 adhered by an adhesive layer 24b.
[0026] Based on the above, in a case where the number of the honeycomb fired bodies bound together is comprised
of even x even pcs, even in a honeycomb structured body having more than 16 honeycomb fired bodies, four honeycomb
fired bodies belong to the central portion honeycomb fired bodies like the honeycomb structured body in which the
number of the honeycomb fired bodies bound together is comprised of 4 � 4 in lengthwise and breadthwise. In a case
where the number of the honeycomb fired bodies bound together is comprised of odd � odd pcs, even in a honeycomb
structured body having more than 25 honeycomb fired bodies, nine honeycomb fired bodies belong to the central portion
honeycomb fired bodies like the honeycomb structured body in which the number of the honeycomb fired bodies bound
together is comprised of 5 � 5 in lengthwise and breadthwise.
[0027] The adhesive strength A between the central portion honeycomb fired bodies refers to an adhesive strength
measured by the three-point bending test on two arbitrary honeycomb fired bodies neighboring each other out of these
four or nine honeycomb fired bodies, as described above.
[0028] Moreover, as described above, the peripheral portion honeycomb fired bodies refer to honeycomb fired bodies
forming a part of the periphery of the honeycomb structured body, regardless the number of the honeycomb fired bodies
forming the honeycomb structured body. The adhesive strength B between the peripheral portion honeycomb fired
bodies refers to the adhesive strength measured by the three-point bending test on two arbitrary peripheral portion
honeycomb fired bodies neighboring each other.
[0029] The above-mentioned adhesive strength can be measured by the three-point bending test according to JIS R
1601.
That is, a sample is cut out from a manufactured honeycomb structured body to have an adhesive layer vertically
positioned in the middle portion thereof and honeycomb fired bodies positioned on the opposite sides of the adhesive
layer, and a loaded point is set to be on a part of the adhesive layer, and then three-point bending is carried out.
Three-point bending strength is calculated by the following equation (1). 
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[0030] In the equation (1), σ denotes three-point bending strength, P denotes load, L-L1 denotes distance between
fulcrums, B denotes a width of the sample, and h denotes a thickness (height) of the sample.
[0031] The main component of the adhesive layer to adhere the honeycomb fired bodies of the present invention
includes a combination of inorganic fibers and an inorganic binder, a combination of inorganic particles and the inorganic
binder, or a combination of the inorganic fibers, the inorganic particles and the inorganic binder.
With respect to a content of each constituent, in a case where a combination of the inorganic fibers and the inorganic
binder, or a combination of the inorganic particles and the inorganic binder is included as the main component, the
amount of the inorganic fibers or the inorganic particles to 5 to 30% by weight of a solid constituent of the inorganic
binder is preferably 70 to 95% by weight. In a case where the inorganic fibers, inorganic particles, and an inorganic
binder are included as the main component, the amount of the inorganic particles and the inorganic fibers to 35 to 65%
by weight of a solid content of the inorganic binder is preferably 35 to 65% by weight and 30 to 60% by weight respectively.
[0032] The above-mentioned adhesive layer may contain the organic binder. However, in case of using the honeycomb
structured body as an exhaust gas filter for vehicles, the temperature thereof rises so high that the organic binder is
easily decomposed and disappeared, leading to fluctuation of the adhesive strength. Therefore, the organic binder is
desirably contained in as small an amount as possible.
[0033] With respect to the inorganic binder, examples thereof include silica sol, alumina sol and the like. Each of these
may be used alone, or two or more kinds of these may be used in combination. Out of the inorganic binders, silica sol
is more desirably used.
[0034] With respect to the inorganic fibers, examples thereof include ceramic fibers such as silica-alumina, mullite,
alumina, silica and the like. Each of these may be used alone, or two or more kinds of these may be used in combination.
Out of the inorganic fibers, alumina fibers are more desirably used.
[0035] With respect to the inorganic particles, examples thereof include carbides, nitrides and the like, and specific
examples thereof include inorganic powder made of silicon carbide, silicon nitride, boron nitride and the like. Each of
these may be used alone, or two or more kinds of these may be used in combination. Out of the inorganic fine particles,
silicon carbide is desirably used due to its superior thermal conductivity.
[0036] The adhesive strength between the adhesive layer and the honeycomb fired body is influenced by composition
or a content of the inorganic binder, composition of the inorganic particles or the inorganic fiber, and a density of an
adhesive agent.
[0037] Moreover, in order to adjust the adhesive strength between the honeycomb fired bodies, a pore-forming agent,
such as balloons that are fine hollow spheres or spherical acrylic particles, graphite and the like, may be added. This is
because voids are formed in the adhesive layer.
Although the balloons is not particularly limited, examples thereof include alumina balloons, glass micro-balloons, shirasu
balloons, fly ash balloons (FA balloons), mullite balloons and the like. Out of these, fly ash balloons are more preferably
used.
[0038] The adhesive layer preferably has a thickness of 0.5 to 2.0 mm.
In a case where the seal material layer has a thickness of less than 0.5 mm, the adhesive strength may significantly fall.
On the other hand, in a case where the seal material layer has a thickness of more than 2.0 mm, an aperture ratio of
the cells is reduced, leading to decrease in function in case of using the honeycomb structured body as an exhaust gas
filter. Moreover, pressure loss may become large in a case where the seal material layer has a thickness of more than
2.0 mm.
[0039] Next, the following description will discuss a method for manufacturing the honeycomb structured body by
bonding a plurality of honeycomb fired bodies.
Fig. 4 is a diagram showing a method for manufacturing a large square-pillar shaped laminated body of the honeycomb
fired bodies 13 by bonding a plurality of the honeycomb fired body using an adhesive paste layer.
In order to manufacture the honeycomb structured body 10 by bonding a plurality of honeycomb fired body, for example,
as shown in Fig. 4, the honeycomb fired bodies 13 are placed to be inclined on a base with an upper portion having a
V-shaped cut surface which allows lamination of the honeycomb fired bodies 13 being inclined. After that, the adhesive
paste to be the adhesive layer 14 is applied on two side faces 130a, 130b facing upward so as to form an adhesive
paste layer 140. By repeating a process of laminating another honeycomb fired body 13 on this adhesive agent paste
layer 140, the large pillar-shaped laminated body of the honeycomb fired bodies 13 having a predetermined size is
manufactured.
[0040] In the present invention, at this time, as the adhesive paste for adhering central portion honeycomb fired bodies,
an adhesive paste adjusted to have the adhesive strength of 0.02 to 0.2 MPa is used to form an adhesive paste layer.
On the other hand, as adhesive paste for adhering peripheral portion honeycomb fired bodies, an adhesive paste adjusted
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to have the higher adhesive strength than the adhesive paste layer for adhering peripheral portion honeycomb fired
bodies is used to form an adhesive paste layer.
[0041] The adhesive strength of the adhesive layer between the central portion honeycomb fired body and the peripheral
portion honeycomb fired body (see 14c in Fig. 1(a) and 24c in Fig. 3), although not particularly limited, is preferably the
same as the adhesive strength A of the central portion honeycomb fired bodies, the same as the adhesive strength B
of the peripheral portion honeycomb fired bodies, or in the middle of the both adhesive strengths.
[0042] Next, the laminated body of the honeycomb fired bodies 13 is heated, and the adhesive paste layer 140 is
dried and solidified to be the adhesive layer 14. Thereafter, the peripheral portion thereof is cut to be round pillar-shaped,
as shown in Figs. 1 (a) and 1 (b) , by using a diamond cutter and the like to manufacture a ceramic block 15.
[0043] Subsequently, the honeycomb structured body 10 formed by a plurality of honeycomb fired bodies 11, 12, and
13 bound with one another by interposing the adhesive layer 14 is manufactured by forming the sealing layer 16 using
the above-mentioned sealing material paste.
[0044] With respect to the organic binder, examples thereof may include polyvinyl alcohol, methyl cellulose, ethyl
cellulose, carboxymethyl cellulose and the like.
Each of these may be used alone, or two or more kinds of these may be used in combination.
[0045] Next, all processes for manufacturing the above-mentioned honeycomb structured body will be described.
First, silicon carbide powders having different average particle diameters is dry-mixed with an organic binder to prepare
mixed powder, and a liquid-state plasticizer, a lubricant and water are mixed to prepare a mixed liquid, and the mixed
powder and the mixed liquid are mixed by using a wet mixer to prepare a wet mixture to be used for molding.
[0046] Although the particle diameter of the above-mentioned silicon carbide powder is not particularly limited, it is
desirable to use the silicon carbide powder that tends not to cause the case where the size of the honeycomb fired body
manufactured by the following firing treatment becomes smaller than that of the honeycomb molded body. For example,
it is preferable to use a combination of 100 parts by weight of the powder having an average particle diameter of 0.1 to
50.0 Pm with 5 to 65 parts by weight of the powder having an average particle diameter of 0.1 to 1.0 Pm.
[0047] The wet mixture is loaded into an extrusion-molding machine.
The wet mixture loaded in the extrusion molding machine is formed into a honeycomb molded body having a predeter-
mined shape by extrusion molding. The honeycomb molded body is dried by a drying apparatus to obtain a dried
honeycomb molded body.
[0048] Next, a predetermined amount of plug material paste to form plugs is filled into end portions on a gas outlet
side of gas inlet side cells as well as into end portions on a gas inlet side of gas outlet side cells so that the cells are
sealed. Upon sealing the cells, the sealing material paste is filled into only cells which need to be sealed, by placing a
mask for sealing on the end face (the cross-section after the cutting process) of the honeycomb molded body.
A cell-sealed honeycomb molded body is manufactured through such processes.
[0049] Next, a degreasing process is carried out for heating an organic matter in the cell-sealed honeycomb molded
body. The obtained cell-sealed honeycomb degreased body is carried into a firing furnace, and a firing process is carried
out thereon to manufacture a honeycomb fired body.
Afterward, an adhesive paste adjusted to have a predetermined strength is applied onto the side faces of the honeycomb
fired body to form an adhesive paste layer having a predetermined thickness. By repeating a process for laminating
another honeycomb fired bodies thereon to manufacture a large rectangular pillar-shaped laminated body of the hon-
eycomb fired bodies 13 having a predetermined size, and then the obtained laminated body is dried and cut into a round
pillar shape to manufacture a honeycomb structured body.
[0050] The following description will discuss the functions and effects of the honeycomb structured body of the present
embodiment.

(1) In the regeneration process of the honeycomb structured body, since the central portion of the honeycomb
structured body, compared with the peripheral portion thereof, tends to reach a high temperature, it is expected that
the central portion receives greater thermal stress than the peripheral portion. However, since the honeycomb
structured body according to the first embodiment is designed to have the adhesive strength A between the central
portion honeycomb fired bodies as low as 0.02 to 0.2 MPa in the honeycomb structured body, it is possible to
alleviate the thermal stress to be imposed on the central portion honeycomb fired body by the adhesive layer and
also to prevent cracks from occurring in the central portion of the honeycomb structured body.

[0051] (2) Furthermore, the honeycomb structured body according to the first embodiment is designed to have the
higher adhesive strength B between the peripheral portion honeycomb fired bodies than the adhesive strength A between
the central portion honeycomb fired bodies, and a sufficient adhesive strength between the peripheral honeycomb fired
bodies to maintain the structure of the honeycomb structured body, resulting in no collapse of the structure of the
honeycomb structured body or no displacement of the position of the honeycomb fired bodies.
[0052] (3) Since the adhesive strength A between the central portion honeycomb fired bodies is 0. 02 MPa or more,
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the central portion honeycomb fired bodies are not allowed to easily escape from the honeycomb structured body. Since
the above-mentioned adhesive strength A is 0.2 MPa or less, the thermal stress to be imposed on the central portion
honeycomb fired bodies is easily distributed, thereby preventing occurrences of cracks and the like.

EXAMPLES

[0053] The following description will discuss examples which more specifically disclose the first embodiment of the
present invention. However, the present invention is not limited only to those examples.
[0054] In the following Examples and Comparative Examples, honeycomb structured bodies were manufactured by
the method according to the above-mentioned embodiment and the conventional method, and the adhesive strength A
between the central portion honeycomb fired bodies and the adhesive strength B between the peripheral portion hon-
eycomb fired bodies of each of the obtained honeycomb structured bodies were measured by the three-point bending
test according to JIS R 1601. Moreover, durability over cycle operation (thermal shock) was examined.

(Example 1)

[0055] An amount of 52.8% by weight of a coarse powder of silicon carbide with an average particle diameter of 22
Pm and 22.6% by weight of a fine powder of silicon carbide with an average particle diameter of 0.5 Pm are wet mixed,
and 2.1% by weight of an acrylic resin, 4.6% by weight of an organic binder (methyl cellulose), 2.8% by weight of a
lubricant (UNILUBE, manufactured by NOF Corp.), 1.3% by weight of glycerin, and 13.8% by weight of water were added
to the mixture and kneaded to obtain a mixture composition, and then extrusion molding is carried out to manufacture
a honeycomb molded body having almost the same shape without a sealed end.
[0056] (2) Next, these raw honeycomb molded bodies is cut to have a longitudinal direction length of 150 mm. Sub-
sequently, the above-mentioned raw honeycomb molded body was dried by using a microwave drying apparatus and
the like to obtain a dried body of the honeycomb molded body, and then the predetermined cells were filled with a paste
having the same composition as that of the raw honeycomb molded body, and dried again by using the drying apparatus.
[0057] (3) Next, the honeycomb fired body 13 was manufactured by degreasing the dried honeycomb molded body
at 400°C, and firing at 2200°C for 3 hours under normal pressure argon atmosphere.
The manufactured honeycomb fired body 13 made of the silicon carbide fired body had a size of 34.3 mm x 34.3 mm x
150 mm, the number of cells 13a (cell density) of 46.5 pcs/cm2, a cell wall thickness of 0.25 mm and a porosity of 45%.
[0058] (4) Moreover, as the adhesive paste for adhering the peripheral portion honeycomb fired bodies and the adhesive
paste for adhering the central portion honeycomb fired bodies, a heat resistant adhesive paste a, heat resistant adhesive
paste b, heat resistant adhesive paste c, heat resistant adhesive paste d and heat resistant adhesive paste e were
prepared, and the respective adhesive pastes contained alumina fibers having an average fiber length of 20 Pm, silicon
carbide particles having an average particle diameter of 0.6 Pm, silica sol (silica content in sol: 30% by weight), car-
boxymethyl cellulose ceramic, balloons and water in proportions shown in Table 1. These adhesive pastes were used
in the present Example, and also in Examples 2 to 5 and Comparative Examples 1 to 4 described later.
In the present examples, using adhesive pastes shown in Table 2 as the adhesive paste for adhering the central portion
honeycomb fired bodies and the adhesive paste for adhering the peripheral portion honeycomb fired bodies, the adhesive
paste according to a position to be applied is applied on a side of the honeycomb fired body 13 to have the same
thickness, and the honeycomb fired bodies 13 were laminated to be bound together by a method as shown in Fig. 4, so
that a large square-pillar shaped laminated body of the honeycomb fired bodies were manufactured and dried at 120°C.
The adhesive layer has a thickness of 1.0 mm. Here, as the adhesive paste for adhering the central portion honeycomb
fired body and the peripheral portion honeycomb fired body, an adhesive paste same as the adhesive paste for adhering
the central portion honeycomb fired bodies was used. Also in the following Examples and Comparative Examples, the
same processes were carried out.

(5) Next, the round pillar-shaped ceramic block 15 was manufactured by cutting using a diamond cutter.
(6) Subsequently, seal material paste was prepared by mixing and kneading 23.3% by weight of ceramic fibers (shot
content: 3%, average fiber length: 100 Pm) made of alumina silicate as the inorganic fiber, 30.2% by weight of silicon
carbide powders having an average particle diameter of 0.3 Pm as the inorganic particle, 7% by weight of silica sol
(SiO2 content in sol: 30% by weight) as the inorganic binder, 0.5% by weight of carboxymethyl cellulose and 39%
by weight of water.

[0059] Next, a sealing material paste layer having a thickness of 0.2 mm was formed on the peripheral portion of the
ceramic block 15 using the above-mentioned sealing material paste. Then this sealing material paste layer was dried
at 120°C, and the round pillar-shaped honeycomb structured body 10 having a diameter and length of 143.8 mm � 150
mm was manufactured.
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(Examples 2 to 5)

[0060] Honeycomb structured bodies were manufactured in the same manner as in Example 1, except that adhesive
pastes shown in Table 2 were used as the adhesive paste for adhering the central portion honeycomb fired bodies and
the adhesive paste for adhering the central portion honeycomb fired bodies in (4).

(Comparative Examples 1 to 4)

[0061] Honeycomb structured bodies were manufactured in the same manner as in Example 1, except that adhesive
pastes shown in Table 2 were used as the adhesive paste for adhering the central portion honeycomb fired bodies and
the adhesive paste for adhering the central portion honeycomb fired bodies in (4).

(Measurement of the adhesive strength between the honeycomb fired bodies)

[0062] As described above, the adhesive strength between the honeycomb fired bodies was measured by the three-
point bending test according to JIS R 1601.
That is, a sample was cut out from the manufactured honeycomb structured body to have an adhesive layer vertically
positioned in the middle portion thereof and honeycomb fired bodies positioned on the opposite sides of the adhesive
layer, and a loaded point is set to be on a part of the adhesive layer, and then three-point bending was carried out by
using an Instron tester. Bending strength was calculated based on the following equation (1).
[0063]

In this case, the distance (L-L1) between fulcrums is 57 mm, the width B of the sample is 34.3 mm, and the thickness
(height) h of the sample is 25 mm. Table 2 shows the results.

(Durability over cycle operation)

[0064] First, each of the honeycomb structured bodies according to Examples 1 to 5 and Comparative Examples 1 to
4 were placed in an exhaust gas passage of an engine. Furthermore, a commercial catalyst supporting body (diameter:
144 mm, length: 100 mm, number of cells (cell density) : 400 cells/inch2, amount of supported platinum: 5 g/L) was

[Table 1]

Alumina 
fiber (wt%)

Silicon 
carbide 
(wt%)

Silica sol 
(wt%)

CMC (wt%) Ceramic 
ballon

Water 
(wt%)

Adhesive 
strength 
(MPa)

Sealing 
material 
paste a

18 12 10 5 30 25 0.02

Sealing 
material 
paste b

26 15 13 6 10 30 0.10

Sealing 
material 
paste c

25 16 15 6 10 28 0.12

Sealing 
material 
paste d

30 21 15 6 0 28 0.20

Sealing 
material 
paste e

25 27 18 5 0 25 0.30

CMC indicates carboxymethyl cellulose.
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installed on a position on a gas inlet side from the honeycomb structured body to make them function as an exhaust
gas purifying apparatus. An engine was driven for 7 hours at the number of revolutions of 3000 min-1 and a torque of
50 Nm to capture particulates. The amount of captured particulates was 8 g/L.
[0065] Subsequently, the engine was driven at the number of revolutions of 1250 min-1 and a torque of 60 Nm, and
in a state where the temperature of the filter had become constant, this state was kept for one minute. Thereafter, a post
injection process was executed, and the exhaust temperature was raised by utilizing the oxide catalyst present on the
front side so that particulates were burned.
The conditions of the post injection were set so that the center temperature of the honeycomb structured body became
almost constant at 600°C after a lapse of one minute from the start. After repeating the above-mentioned process 10
times, it was observed whether the crack and the like occurred in the honeycomb structured bodies. Table 2 shows the
results.

[0066] As clearly shown in the results in Table 2, in the honeycomb structured bodies according to Examples 1 to 5
in which the adhesive strength A between the central portion honeycomb fired bodies was lower than the adhesive
strength B between the peripheral portion honeycomb fired bodies, no cracks and the like were observed, even after
cycle operation executed. On the contrary, in the honeycomb structured bodies according to Comparative Examples 1
to 4 in which the adhesive strength A between the central portion honeycomb fired bodies was same as or higher than
the adhesive strength B between the peripheral portion honeycomb fired bodies, cracks were observed in the adhesive
layers.

(Second Embodiment)

[0067] Although the honeycomb fired body having cells in each of which a plug material layer is formed on either one
of ends thereof, the honeycomb fired body forming the honeycomb structured body may be a honeycomb fired body
having cells in which no plug material layer 13c is formed on both ends thereof, unlike the honeycomb fired body 13

[Table 2]

Adhesion between central portion 
honeycomb fired bodies

Adhesion between peripheral portion 
honeycomb fired bodies Durability 

test result 
(Existence 
of crack)

Used 
adhesive 

paste

Adhesive 
strength A 

(MPa)

Load upon 
destruction 

(Kgf)

Used 
adhesive 

paste

Adhesive 
strength B 

(MPa)

Load upon 
destruction 

(Kgf)

Comparative 
Example 1

Adhesive 
paste a

0.02 5.0 Adhesive 
paste a

0.02 5.0 +

Example 1 Adhesive 
paste a

0.02 5.0 Adhesive 
paste b

0.10 25.1 -

Comparative 
Example 2

Adhesive 
paste b

0.10 25.1 Adhesive 
paste a

0.02 5.0 +

Comparative 
Example 3

Adhesive 
paste b

0.10 25.1 Adhesive 
paste b

0.10 25.1 +

Example 2 Adhesive 
paste b

0.10 25.1 Adhesive 
paste c

0.12 30.1 -

Example 3 Adhesive 
paste b

0.10 25.1 Adhesive 
paste d

0.20 50.1 -

Example 4 Adhesive 
paste b

0.10 25.1 Adhesive 
paste e

0.30 75.2 -

Comparative 
Example 4

Adhesive 
paste d

0.20 50.1 Adhesive 
paste d

0.20 50.1 +

Example 5 Adhesive 
paste d

0.20 50.1 Adhesive 
paste e

0.30 75.2 -

(*) + Cracks were observed
- No cracks were observed
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shown in Fig. 2 (a).
The honeycomb structured body formed by such a honeycomb fired body is suitably applicable in a catalyst carrier. By
allowing an oxide catalyst to be supported on the honeycomb structured body formed by the honeycomb fired bodies
having cells 13a in each of which a plug material layer 13c is formed on either one of ends thereof, it becomes possible
to lower the burning temperature of particulates, so that particulates can be efficiently burned. By allowing a noble metal
to be supported thereon, it becomes possible to convert a toxic gas component in exhaust gases such as CO, HC and NOx.
[0068] In this case, the catalyst is desirably supported on a catalyst supporting layer after the catalyst supporting layer
has been formed.
As the material for forming the catalyst supporting layer, a material having a high specific surface area and capable of
supporting the catalyst highly dispersed thereon is desirably used, and examples thereof include oxide ceramics, such
as alumina, titania, zirconia, and silica.
Each of these may be used alone, or two or more kinds of these may be used in combination.
Out of these, a material having a specific surface area of 250 m2/g or more is desirably used, and γ-alumina is more
desirably used.
[0069] Although a method for forming the catalyst supporting layer made of alumina is not particularly limited, a method
in which honeycomb structured body is penetrated in a solution of the metallic compound containing aluminum such as
a solution of aluminum nitrate, the cell walls are coated by an alumina film layer by a sol-gel method, and the honeycomb
structured body is dried and fired may be used.
[0070] With respect to the catalyst to be supported on the surface of the catalyst supporting layer, for example, a noble
metal such as platinum, palladium and rhodium are desirably used. Out of these, platinum is more desirably used.
Moreover, for example, an alkaline metal such as potassium and sodium, and an alkaline-earth metal such as barium
may also be used as other catalysts. These catalysts may be used alone, or two or more kinds of these may be used
in combination.

(Third Embodiment)

[0071] Figs. 5(a) to 5(c) are perspective views each showing one embodiment of a honeycomb fired body.
In the above-mentioned embodiment, the honeycomb structured body 10 is formed by the honeycomb fired bodies 11
to 13 adhered to one another by interposing the adhesive layer 14, has a sealing material layer formed in the periphery
thereof (refer to Fig. 1(b)). However, the honeycomb structured body of the present invention may be a honeycomb
structured body in which an aggregated body is formed by the honeycomb fired bodies 31, 32, and 33 adhered to one
another by interposing an adhesive layer as shown in Figs. 5(a) to 5(c) and the sealing material layer is not formed thereon.
[0072] In this case, the honeycomb fired body 31 is equivalent to the honeycomb fired body 11 shown in Fig. 1 (b)
and the honeycomb fired body 32 is equivalent to the honeycomb fired body 12. Since the wall part is formed also in a
portion corresponding to a periphery, a sealing material layer is not needed in particular.
Moreover, in the honeycomb structured body having such a structure, it is not necessary to form the honeycomb structured
body into a round-pillar shape by cutting process, after manufacturing the laminated body of the honeycomb fired bodies
by adhering the honeycomb fired bodies to one another, therefore it is possible to more efficiently manufacture the
honeycomb structured body.
Even in the case of manufacturing the honeycomb structured body using the honeycomb fired bodies 31, 32, and 33, a
sealing material layer is formed, if necessary, for a purpose such as to increase the strength of the outer wall.

(Other Embodiments)

[0073] The shape of the honeycomb structured body of the present invention is not limited to a round-pillar shape
shown in Fig. 1(b), and may be a desired shape such as oval-pillar and polygonal-pillar, as long as it is pillar-shape.
Moreover, like the above-mentioned embodiment, the number of the honeycomb fired bodies forming the honeycomb
structured body is limited to neither 16 nor 25 pcs, and may be the other number.
[0074] The honeycomb structured body of the present invention preferably has a porosity of 30 to 70%.
This is because it is possible to maintain the strength of the above-mentioned honeycomb structured body, and also to
keep low resistance upon passage of exhaust gases through the cell wall.
[0075] On the contrary, in a case where the porosity is less than 30%, the cell wall may be clogged in an early stage.
On the other hand, in a case where the porosity is more than 70%, the strength of the honeycomb structured body is
reduced and the honeycomb structured body may be easily destroyed.
Here, the porosity and the pore diameter can be measured through a conventionally known method such as a mercury
porosimetry, Archimedes method and a measuring method using a scanning electronic microscope (SEM).
[0076] Although the cell density of the cross-section perpendicular to the longitudinal direction of the honeycomb
structured body is not particularly limited, a desirable lower limit thereof is 31.0 pcs/cm2 (200 pcs/in2), and a desirable
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upper limit thereof is 93 pcs/cm2 (600 pcs/in2). A more desirable lower limit thereof is 38.8 pcs/cm2 (250 pcs/in2), and
a more desirable upper limit thereof is 77.5 pcs/cm2 (500 pcs/in2).
[0077] The main component of the honeycomb structured body is not particularly limited, and may include other
ceramic material: nitride ceramics such as aluminum nitride, silicon nitride, boron nitride and titanium nitride, carbide
ceramics such as zirconium carbide, titanium carbide and tantalum carbide, a complex of metal and nitride ceramics, a
complex of metal and carbide ceramics, and the like.
In addition, silicon-containing ceramic such as metallic silicon blended with the above-mentioned ceramics and ceramic
bound by silicon or silicate compounds can also be used as the constituting material.
[0078] In particular, silicon carbide is desirably used as a main component of the constituting materials due to its
superior heat resistant property, mechanical strength, thermal conductivity and the like.
Furthermore, ceramics (silicon-containing silicon carbide) in which metallic silicon is blended with silicon carbide are
preferably used.
[0079] The organic binder used for preparation of the wet mixture is not limited, and examples thereof include car-
boxymethyl cellulose, hydroxyethyl cellulose, polyethylene glycols and the like. Out of these, methyl cellulose is preferably
used. In general, the compounding amount of the above-mentioned binder is desirably set to 1 to 10 parts by weight
with respect to 100 parts by weight of the inorganic powder.
[0080] The plasticizer and lubricous material to be used in preparation of the wet mixture are not limited, and examples
of the plasticizer include glycerin and the like. Examples of the lubricant include a polyoxyalkylene series compound
such as polyoxyethylene alkyl ether, polyoxypropylene alkyl ether and the like.
Specific examples of the lubricant include polyoxyethylene monobutyl ether, polyoxypropylene monobutyl ether and the
like.
Here, the wet mixture may not contain the plasticizer and lubricant, if not necessary.
[0081] Moreover, a carrier fluid solution may be used for preparation of the wet mixture, and examples thereof include
an organic solvent such as water and benzene and alcohol such as methanol, and the like.
Furthermore, a molding auxiliary may be added to the wet mixture.
The molding auxiliary is not particularly limited, and examples thereof include ethylene glycol, dextrin, fatty acid, fatty
acid soap and polyvinyl alcohol and the like.
[0082] In addition, a pore-forming agent, such as balloons that are fine hollow spheres composed of oxide-based
ceramic materials, spherical acrylic particles and graphite, may be added to the above-mentioned material paste, if
necessary.
The above-mentioned balloons are not particularly limited, and examples thereof include alumina balloons, glass micro-
balloons, shirasu balloons, fly ash balloons (FA balloons) , mullite balloons and the like. Out of these, alumina balloons
are more preferably used.
[0083] Moreover, the content of the organic component in the wet mixture is desirably 10% by weight or less, and the
content of water in the wet mixture is desirably 8 to 30% by weight.
[0084] Although the sealing material paste is not particularly limited, those sealing material pastes that allow the plugs
manufactured through post processes to have a porosity of 30 to 75% are desirably used, and, for example, the same
material as that of the wet mixture may be used.
[0085] A catalyst can be supported on the honeycomb structured body in which either one end of cells is sealed to
function as a filter. For this reason, it is possible to obtain the same effect as a catalyst carrier.

BRIEF DESCRIPTION OF THE DRAWINGS

[0086]

Fig. 1 (a) is a vertical cross-sectional view showing one embodiment of the honeycomb structured body of the
present invention, and Fig. 1 (b) is a perspective view of the honeycomb structured body.
Fig. 2 (a) is a perspective view showing a honeycomb fired body forming the honeycomb structured body shown in
Figs. 1(a) and 1(b), and Fig. 2(b) is a cross-sectional view taken along line A-A of the honeycomb fired body shown
in Fig. 2(a).
Fig. 3 is a vertical cross-sectional the honeycomb structured body 20 having a total of 25 honeycomb fired bodies
21, 22, and 23 bound by 5 � 5 pcs in lengthwise and breadthwise.
Fig. 4 is an explanatory view showing how to manufacture a large pillar-shaped laminated body formed by a plurality
of honeycomb fired bodies 13 bound with one another using an adhesive paste layer.
Figs. 5(a) to 5(c) are perspective views each showing one embodiment of a honeycomb fired body forming the
honeycomb structured body of the present invention.
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EXPLANATION OF SYMBOLS

[0087]

10, 20 Honeycomb structured body
11, 12, 13, 31, 32, 33 Honeycomb fired body
14 (14a, 14b, 14c), 24 (24a, 24b, 24c) Adhesive layer
15, 25 Ceramic block
16, 26 Sealing material layer
13a, 31a, 32a, 33a Cell
13b, 31b, 32b, 33b Cell wall
13c, 31c, 32c, 33c Plug
130a, 130b Side face

Claims

1. A honeycomb structured body (10) in which a plurality of pillar-shaped honeycomb fired bodies (11, 12, 13) are
bound with one another by interposing an adhesive layer (14), each of the honeycomb fired bodies (11, 12, 13)
having a large number of cells (13a) longitudinally placed in parallel with one another with a cell wall (13b) there-
between,
wherein
an adhesive strength A between central portion honeycomb fired bodies (13) out of said honeycomb fired bodies
(11, 12, 13) measured by a three-point bending strength test is at least 0.02 and at most 0.2 MPa, said central
portion honeycomb fired bodies (13) being positioned at a central portion of a cross-section formed by cutting said
honeycomb structured body (10) perpendicularly to said longitudinal direction, and
said adhesive strength A is lower than an adhesive strength B between peripheral portion honeycomb fired bodies
(11, 12) out of said honeycomb fired bodies (11, 12, 13) measured by the three-point bending strength test, said
peripheral portion honeycomb fired bodies (11, 12) forming a part of a periphery said honeycomb structured body,
wherein
said adhesive layer (14) includes a combination of inorganic fibers and an inorganic binder, a combination of inorganic
particles and the inorganic binder, or a combination of the inorganic fibers, the inorganic particles and the inorganic
binder as a main component, and
wherein each adhesive strength is influenced by composition or a content of the inorganic binder, composition of
the inorganic particles or the inorganic fiber, and a density of an adhesive agent, as applicable to the respective
adhesive layer (14).

2. The honeycomb structured body (10) according to claim 1,
wherein
a difference between the adhesive strength A between said central portion honeycomb fired bodies (13) measured
by the three-point bending strength test and the adhesive strength B between said peripheral portion honeycomb
fired bodies (11, 12) measured by the three-point bending strength test is at least 0.02 and at most 0.2 MPa.

3. The honeycomb structured body (10) according to claim 1 or 2,
wherein
either one end portion of each of said cells (13a) is sealed.

4. The honeycomb structured body according to any of claims 1 to 3,
wherein said adhesive layer (14) includes a pore-forming agent, such as balloons that are fine hollow spheres or
spherical acrylic particles, or graphite.

Patentansprüche

1. Wabenstrukturkörper (10), in dem eine Mehrzahl von säulenförmigen gebrannten Wabenkörpern (11, 12, 13) mit-
einander durch dazwischen Vorsehen einer Haftvermittlerschicht (14) gebunden sind, wobei jeder der gebrannten
Wabenkörper (11, 12, 13) eine große Anzahl von Zellen (13a) aufweist, die parallel zueinander mit einer Zellwand
(13b) dazwischen in Längsrichtung angeordnet sind,
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bei dem
eine Haftvermittlerfestigkeit A zwischen gebrannten Wabenkörpern des mittleren Abschnitts (13) von den gebrannten
Wabenkörpern (11, 12, 13), gemessen mittels eines Dreipunkt-Biegefestigkeitstests, wenigstens 0,02 und höchsten
0,2 MPa beträgt, wobei die gebrannten Wabenkörper des mittleren Abschnitts (13) an einem mittleren Abschnitt
eines Querschnitts positioniert sind, der durch Schneiden des Wabenstrukturkörpers (10) senkrecht zur Längsrich-
tung gebildet wird, und
die Haftvermittlerfestigkeit A geringer als eine Haftvermittlerfestigkeit B zwischen gebrannten Wabenkörpern des
Umfangsabschnitts (11, 12) von den gebrannten Wabenkörpern (11, 12, 13), gemessen mittels des Dreipunkt-
Biegefestigkeitstests, ist, wobei die gebrannten Wabenkörper des Umfangsabschnitts (11, 12) einen Teil eines
Umfangs des Wabenstrukturkörpers ausbilden,
bei dem
die Haftvermittlerschicht (14) eine Kombination aus anorganischen Fasern und einem anorganischen Bindemittel,
eine Kombination aus anorganischen Teilchen und des anorganischen Bindemittels, oder eine Kombination aus
den anorganischen Fasern, den anorganischen Teilchen und dem anorganischen Bindemittel als eine Hauptkom-
ponente enthält, und
bei dem jede Haftvermittlerfestigkeit durch eine Zusammensetzung oder einen Inhalt des anorganischen Bindemit-
tels, einer Zusammensetzung der anorganischen Teilchen oder der anorganischen Faser, und einer Dichte des
Haftvermittlermittels beeinflusst ist, je nach Anwendung der entsprechenden Haftvermittlerschicht (14).

2. Wabenstrukturkörper (10) nach Anspruch 1, bei dem
eine Differenz zwischen der Haftvermittlerfestigkeit A zwischen den gebrannten Wabenkörpern des mittleren Ab-
schnitts (13), gemessen mittels des Dreipunkt-Biegefestigkeitstests, und der Haftvermittlerfestigkeit B zwischen den
gebrannten Wabenkörpern des Umfangsabschnitts (11, 12), gemessen mittels des Dreipunkt-Biegefestigkeitstests,
wenigstens 0,02 und höchstens 0,2 MPa beträgt.

3. Wabenstrukturkörper (10) nach Anspruch 1 oder 2, bei dem
je ein Endabschnitt von jeder der Zellen (13a) abgedichtet ist.

4. Wabenstrukturkörper (10) nach einem der Ansprüche 1 bis 3, bei dem die Haftvermittlerschicht (14) ein Porenaus-
bildungsmittel enthält, wie beispielsweise Ballons, die feine Hohlkugeln oder kugelförmige Acrylteilchen sind, oder
Graphit.

Revendications

1. Corps (10) structuré en nid d’abeille dans lequel une pluralité de corps (11, 12, 13) cuits en nids d’abeilles en forme
de colonne sont liés les uns aux autres en interposant une couche adhésive (14), chacun des corps (11, 12, 13)
cuits en nid d’abeille ayant un grand nombre de cellules (13a) placées de manière longitudinale parallèlement entre
elles avec une paroi cellulaire (13b) entre elles,
où
une résistance d’adhésion A entre des corps (13) cuits en nid d’abeille en partie centrale parmi lesdits corps (11,
12, 13) cuits en nid d’abeille mesurée par un test de résistance à la flexion en trois points est au moins de 0,02 et
au plus de 0,2 MPa, lesdits corps (13) cuits en nid d’abeille en partie centrale étant positionnés au niveau d’une
partie centrale d’une coupe transversale formée en coupant ledit corps (10) structuré en nid d’abeille perpendicu-
lairement à ladite direction longitudinale, et
ladite résistance d’adhésion A est inférieure à une résistance d’adhésion B entre des corps (11, 12) cuits en nid
d’abeille en partie périphérique parmi lesdits corps (11, 12, 13) cuits en nid d’abeille mesurée par le test de résistance
à la flexion en trois points, lesdits corps (11, 12) cuits en nid d’abeille en partie périphérique formant une partie
d’une périphérie dudit corps structuré en nid d’abeille,
où
ladite couche adhésive (14) comporte une combinaison de fibres organiques et d’un liant inorganique, une combi-
naison de particules inorganiques et du liant inorganique, ou une combinaison des fibres inorganiques, des particules
inorganiques et du liant inorganique comme composant principal, et
où chaque résistance d’adhésion est influencée par la composition ou la teneur du liant inorganique, la composition
des particules inorganiques ou de la fibre inorganique, et une densité d’un agent adhésif, tel qu’applicable à la
couche adhésive (14) respective.

2. Corps (10) structuré en nid d’abeille selon la revendication 1,
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où
une différence entre la résistance d’adhésion A entre lesdits corps (13) cuits en nid d’abeille en partie centrale
mesurée par le test de résistance à la flexion en trois point et la résistance d’adhésion B entre les corps (11, 12)
cuits en nid d’abeille en partie périphérique mesurée par le test de résistance à la flexion en trois points est au moins
de 0,02 et au plus de 0,2 MPa.

3. Corps (10) structuré en nid d’abeille selon la revendication 1 ou 2,
où
chaque partie d’extrémité de chacune desdites cellules (13a) est scellée.

4. Corps structuré en nid d’abeille selon l’une des revendications 1 à 3,
où ladite couche adhésive (14) comporte un agent de formation de pores, tel que des bulles qui sont des sphères
creuses fines ou des particules en acrylique sphériques, ou du graphite.
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