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(57) ABSTRACT 

Acornponent member of a ?shing reel incorporating a body 
constituted by a Mg alloy; and a corrosion prevented layer 
formed on the body by a high-voltage anodiZation process or 
a body constituted by a Mg alloy; a corrosion prevented 
layer formed on the body by a high-voltage anodiZation 
process or conversion treatment; and a sealing layer Which 
is formed on the corrosion prevented layer by an irnpreg 
nating process and Which is free from any change in the 
dimension thereof. 
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COMPONENT MEMBER OF FISHING REEL 

BACKGROUND OF THE INVENTION 

[0001] 1. Field of the Invention 

[0002] The present invention relates to a component mem 
ber of a body (the body, the cover, the rotor and the frame) 
and the handle of a spinning reel for ?shing. 

[0003] 2. Related Art 

[0004] Hitherto, use of a magnesium material to constitute 
the member of a ?shing reel has been investigated and 
embodied from vieWpoints of increasing the strength, reduc 
ing the Weight and facilitating molding. 

[0005] Since the ?shing reel is distinct from products for 
other technical ?elds, and the ?shing reel is used in a very 
severe environment in Which sea-Water and Water adhere to 
the ?shing reel. Therefore, satisfactory contrivances must be 
employed. 

[0006] In consideration of the foregoing circumstance, a 
method has been disclosed in JP-A-9-168352. In this dis 
closure, the component member of the ?shing reel formed 
by a magnesium alloy is anodiZed to form a corrosion 
prevented layer. Then, resin coating, such as electrodeposi 
tion or spray coating, is performed to obtain required cor 
rosion resistance and satisfactory quality of decoration. 

[0007] As described above, the Mg alloy is subjected to 
the anodiZing and resin coating by the electrodeposition or 
spraying. Thus, if the ?shing reel is used in a ?shing spot 
Which is in the severe environment, required corrosion 
resistance can be realiZed. HoWever, the dimensions of the 
surface coating layer cannot easily be realiZed With high 
accuracy such that dispersion of the dimension is prevented. 

[0008] If the Mg alloy is employed by focusing attention 
on the characteristics that the Mg alloy is a strong and 
light-Weight material, an accurate component member for a 
reel cannot be obtained. To realiZe a metallic appearance, 
over coating of metallic paint must be performed. In the 
foregoing case, it is dif?cult to control the dimensions of the 
coating on the surface of the component member in high 
accuracy. Moreover, the coating process becomes too com 
plicated. 

SUMMARY OF THE INVENTION 

[0009] In vieW of the foregoing, an object of the present 
invention is to provide a component member of a ?shing reel 
Which eXhibits satisfactory corrosion resistance and strength 
even in a severe environment. 

[0010] The inventors of the invention has focused atten 
tion on the characteristics of a magnesium material. That is, 
the magnesium material eXhibits high strength, very light 
Weight and satisfactory moldability. Moreover, the surface 
of the magnesium material is subjected to a high-voltage 
anodiZation process to form a corrosion prevented layer or 
a sealing layer on the corrosion prevented layer formed by 
the anodiZation process. Thus, a fact has been detected that 
satisfactory corrosion resistance can be realiZed even in a 
severe environment in Which sea-Water and Water easily 
adhere and the ?shing gear is easily damaged oWing to a 
rock or the like. Hence it folloWs that the present invention 
has been achieved. 
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[0011] That is, according to the present invention, there is 
provided a component member of a ?shing reel comprising: 
a body constituted by a Mg alloy; and a corrosion prevented 
layer formed on the body by a high-voltage anodiZation 
process. 

[0012] According to the present invention, there is pro 
vided a component member of a ?shing reel including: a 
body constituted by a Mg alloy; a corrosion prevented layer 
formed on the body by an anodiZation process or conversion 
treatment; and a sealing layer Which is formed on the 
corrosion prevented layer by an impregnating process and 
Which is free from any change in the dimension thereof. 

[0013] The component member of a ?shing reel may have 
a structure that the sealing layer is constituted by an organic 
material or ceramics. 

[0014] According to the present invention, there is pro 
vided a component member of a ?shing reel including: a 
body formed by a Mg alloy; a corrosion prevented layer 
formed on said body; and an organic coating layer formed on 
said corrosion prevented layer, the organic coating layer 
formed by dry coating method. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0015] FIG. 1 is a diagram shoWing a ?rst eXample of a 
?shing reel incorporating a component member according to 
the present invention. 

[0016] FIG. 2 is a diagram shoWing the cross section of an 
example of the component member of a ?shing reel accord 
ing to the present invention. 

[0017] FIG. 3 is a diagram shoWing another eXample of 
the ?shing reel incorporating the component member 
according to the present invention. 

[0018] FIG. 4 is a diagram shoWing a second eXample of 
the ?shing reel incorporating the component member 
according to the present invention. 

[0019] FIG. 5 is a diagram shoWing a portion of FIG. 4 to 
describe prevention of contact corrosion betWeen different 
metal materials. 

[0020] FIG. 6 is a diagram shoWing a third eXample of the 
?shing reel incorporating the component member according 
to the present invention. 

[0021] FIG. 7 is a diagram shoWing a portion of FIG. 6 to 
describe prevention of contact corrosion betWeen different 
metal materials. 

[0022] FIG. 8 is cross sectional vieW shoWing a fourth 
eXample of a component member according to present 
invention. 

DETAILED DESCRIPTION OF THE 
PREFERRED EMBODIMENTS 

[0023] Acomponent member of a ?shing reel according to 
the present invention includes a body formed by a Mg alloy; 
and a corrosion prevented layer formed on the body. 

[0024] In the present invention, the Mg alloy is eXempli 
?ed by an alloy of a type composed of Al, Zn or Mn. 

[0025] The body of the component member is exempli?ed 
by a reel body, a cover, a rotor and a handle for a ?shing reel 
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and a frame and side plates of a center impeller type reel. It 
is preferable that the body of the component member is 
molded by a die-cast method or a thixomolding method 
using the Mg alloy. 

[0026] The die-cast may be a usual cold chamber method 
or a hot chamber method. It is preferable that the hot 
chamber method is employed because of a quick manufac 
turing cycle. 

[0027] To adjust the surface of the body of the component 
member, the body of the component member may be sub 
jected to chemical surface treatment, such as grinding, shot 
blasting or barrel polishing or chemical surface treatment, 
such as cleaning With solvent, cleaning With alkaline solu 
tion or cleaning With acid solution. 

[0028] The corrosion prevented layer according to the 
present invention is formed by a conversion treatment 
exempli?ed by a chromic acid process, a dichromate pro 
cess, a Zinc phosphate process, a manganese process, a 
non-chrome manganese process, a stannate process; or by 
coating or anodiZation process. The anodiZation process 
may be a HAE anodiZation process or a Dow 17 anodiZation 
process each of Which is able to form a close anodiZation 
process. 

[0029] The foregoing anodiZation process is able to form 
an anodiZed ?lm incorporating close and hard MgO and a 
spinel structure Which is a composite oxide structure. There 
fore, excellent corrosion resistance can be imparted to the 
component member of a ?shing reel. 

[0030] As a more satisfactory anodiZation process, a high 
voltage anodiZation process (for example, a MAGOXID 
process) is knoWn. The foregoing high-voltage anodiZation 
process is an anodiZation method Which is performed in 
organic electrolytic solution (for example, sulfuric acid, 
phosphoric acid, aluminate or the like) through the applica 
tion of high voltage (for example, 200 V or higher). 

[0031] As compared With the conventional anodiZation 
processes, such as the DoW 17 method and the HAE method, 
the foregoing methods are characteriZed in that the quantity 
of the MgO component in the composition of the coating 
?lm is large With respect to the spinel. Therefore, satisfac 
tory corrosion resistance, Wear resistance and the adhesive 
properties can be obtained. Hence it folloWs that damage 
Which reaches the base portion does not easily occur. More 
over, contact corrosion does not easily occur. 

[0032] The electrochemical corrosion test (DINSS50918) 
and the neutral salt spray test (DIN50021) Were performed. 
As a result, the high-voltage anodiZation process has dem 
onstrated corrosion resistance superior to that realiZed by the 
conventional anodiZation processes, such as the DoW 17 
method and the HAE method. When a Wear resistance test 
(a rubber test) and an adhesive property test (a punching test) 
Were performed, the high-voltage anodiZation process dem 
onstrated superior Wear resistance and adhesive properties to 
those of the conventional methods such as the DoW 17 
method and the HAE method. 

[0033] The corrosion prevented layer formed by the anod 
iZation process contains the MgO component Which devel 
ops in White in a large quantity. Therefore, aesthetically 
pleasant White appearance can be realiZed after the anod 
iZation process has been performed. Hence it folloWs that 
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only a sealing process is required to realiZe a high-quality 
appearance Without a necessity of performing overcoating, 
such as metallic coating. Since the White base member is 
employed, dyeing to various colors is permitted by using 
dyes or pigments. 

[0034] It is preferable that the thickness of the coating ?lm 
(the corrosion prevented layer) Which is formed by the 
anodiZation process is 5 pm to 20 pm With Which stable 
performance, (close and hard) can be realiZed. If the thick 
ness is smaller than 5 pm, the hardness of the coating ?lm 
is unsatisfactory. If the thickness is larger than 20 pm, there 
is apprehension that a crack occurs during groWth of the 
coating ?lm. 

[0035] A part of the anodiZed ?lm to be formed on the 
body of the component, Where a member made of another 
metal material is brought into contact or is positioned 
adjacent to, preferably has the thickness thicker than the 
thickness of the other parts. The thickness of the other 
portions except for the portion With Which the member made 
of another metal material is brought into contact is made to 
be, for example, 5 pm to 20 pm. Moreover, the thickness of 
the portion With Which the member made of another metal 
member is brought into contact is made to be 10 pm to 20 
pm. 

[0036] A point of contact for use in the anodiZation 
process is preferably positioned at a portion Which is free 
from any apprehension that corrosion occurs. The reason for 
this lies in that the thickness of the anodiZed ?lm at the 
position at Which the members are joined to each other is 
reduced. 

[0037] In the present invention, it is preferable that the 
sealing layer is made of an organic material or ceramics. It 
is preferable that the sealing method is impregnation, a 
diffusion process or a sol and gel method. The foregoing 
processes are able to plug small apertures and small 
recesses. Therefore, change in the dimensions can be 
ignored. 
[0038] The organic material for constituting the sealing 
layer is exempli?ed by a resin coating material, such as an 
epoxy material, a urethane material or an acrylic material. In 
particular, it is preferable that the epoxy or acrylic coating 
material is employed. Because satisfactory adhesive prop 
erties With the anodiZed ?lm can be realiZed and the close 
coating ?lm can be formed. 

[0039] A sealing method of impregnation With resin is 
performed by: accommodating resin solution; introducing a 
container in Which a member Which must be processed is 
immersed in the resin solution into a vacuum furnace; 
reducing the pressure in the vacuum furnace (to, for 
examplze, 5 mmHg); applying pressure (to, for example, 5 
kgf/cm to 6 kgf/cm2) to impregnate the member, Which must 
be processed, With the resin; and drying the member at 80° 
C. 

[0040] The ceramics for constituting the sealing layer is 
exempli?ed by silica, titanium oxide and the like. In par 
ticular, an impregnation process using polysilaZane having a 
small molecular Weight enables small apertures and recesses 
to be plugged With silica at a loW temperature environment. 
Therefore, non-sealed portion can substantially be elimi 
nated. excellent corrosion resistance can be realiZed. 
Example, the sealing method of impregnation With ceramics 
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is performed by: immersing a member, Which must be 
processed, in polysilaZane having the small molecular 
Weight; impregnating the member With polysilaZane by 
using s capillary phenomenon; and drying the member at 
about 200° C. 

[0041] The component member of a ?shing reel according 
to the present invention may have a structure that a coating 
is applied to the sealing layer. Moreover, decoration may be 
provided When the sealing layer is formed to form a deco 
rative sealing layer. 

[0042] Examples of the present invention Will noW be 
described With reference to the draWings. 

EXAMPLE 1 

[0043] FIG. 1 is a schematic vieW shoWing a component 
member of a spinning reel for ?shing according to the 
present invention. Referring to FIG. 1, reference numeral 1 
represents a reel body (a body of the component member). 
A side cover 2 is joined to the side surface of the reel body 
1. A rotor 3 is secured to a rotational shaft (not shoWn) of the 
reel body 1. A spool 4 is mounted on a spool shaft (not 
shoWn) and is moved to forWard and rearWard With respect 
to the reel body 1. 

[0044] The rotor 3 includes tWo projecting arms 3a. Abail 
support plate 5 is rotatively joined to the leading end of each 
of the projecting arms 3a. A bail 6, Which is a ?shing-line 
guide member, is joined to the bail support plate 5. A handle 
knob 7 for rotating the rotor 3 through a gear train mecha 
nism (not shoWn) disposed in the reel body 1 is joined to the 
side portion of the reel body 1. 

[0045] In the spinning reel for ?shing having the above 
mentioned structure, rotation of the handle knob 7 causes the 
rotor 3 to synchronously be rotated. It leads to a fact that the 
spool 4 is moved forWards/rearWards to reciprocate With 
respect to the reel body 1. 

[0046] The reel body 1 is molded by the thixomolding 
method With Which a Mg alloy containing Al by 3.5 Wt % to 
9.7 Wt % is molded. As shoWn in FIG. 2, the reel body 1 
incorporates a corrosion prevented layer 12 formed on the 
body 11. Moreover, the corrosion prevented layer 12 is 
impregnated With a sealing layer 13. 

[0047] The corrosion prevented layer 12 is formed by 
injecting the body 11 into non-chrome manganese process 
ing solution so as to subject the body 11 to conversion 
treatment. The sealing layer 13 is formed by an impregnat 
ing process using polysilaZane having a small molecular 
Weight. The sealing layer 13 is formed such that the inside 
portion of openings 12a and recesses in the chemical con 
verted ?lm forming the corrosion prevented layer 12, are 
?lled With silica. Since the sealing layer 13 is formed by the 
impregnation process, change in the dimensions can be 
prevented. 
[0048] The Weight of the component member (the reel 
body) for the ?shing reel structured as described above Was 
about 30 g. The corrosion resistance of the component 
member Was examined by performing a salt-spray test. As a 
result, no corroded portion Was con?rmed by a visual check. 
That is, the corrosion resistance similar to that of the 
conventional component member of a reel made of Al Was 
realiZed. Therefore, excellent corrosion resistance Was real 
iZed. 
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[0049] The reason Why the excellent corrosion resistance 
Was realiZed lies in that the sealing layer 13 has the excellent 
adhesive properties With the ?lm formed by the conversion 
treatment, and is formed by close silica. In addition, the 
openings 12a and the recesses in the ?lm formed by the 
conversion treatment are ?lled With silica. 

[0050] As for the appearance, harmony among silver color 
of the ?lm formed by the conversion treatment and the 
transparency and luster of silica of the sealing layer enables 
a quality of the metal to be realiZed. 

EXAMPLE 2 

[0051] This example has a structure similar to that accord 
ing to Example 1 except for a structure that the corrosion 
prevented layer is formed by a high-voltage anodiZation 
process and the sealing layer is formed by impregnation With 
acrylic resin. 

[0052] The corrosion prevented layer 12 is formed by: 
introducing the body 11, removed the point of contact, into 
processing solution adjusted by using organic electrolytic 
solution; and subjecting the body 11 to a high-voltage 
anodiZation process under a condition that an electric current 
is passed for a predetermined time. The sealing layer 13 is 
formed by an impregnation process using acrylic resin. The 
sealing layer 13 is formed such that the inside portion of 
openings 12a and recesses in the converted ?lm, Which 
constitutes the corrosion prevented layer 12, are ?lled With 
silica. Since the sealing layer 13 is formed by the impreg 
nation process, change in the dimensions can be prevented. 

[0053] The Weight of the component member (the reel 
body) for the ?shing reel structured as described above Was 
measured, thus resulting in 30 g. The corrosion resistance of 
the component member Was examined by performing a 
salt-spray test. As a result, no corroded portion Was con 
?rmed by a visual check. That is, the corrosion resistance 
similar to that of the conventional component member of a 
reel made of Al Was realiZed. Therefore, excellent corrosion 
resistance Was realiZed. 

[0054] The reason Why the excellent corrosion resistance 
is realiZed lies in that the corrosion prevented layer 12 is 
formed by the anodiZed ?lm having a spinel structure 
containing close MgO components in a large quantity. 
Moreover, the sealing layer 13 is formed by the close acrylic 
resin exhibiting excellent adhesive properties With the anod 
iZed ?lm. Moreover, the openings 12a and the recesses in the 
?lm formed by the conversion treatment are ?lled With 
acrylic resin. 

[0055] As for the appearance, harmony among White color 
of the anodiZed ?lm and luster of the acrylic resin in the 
sealing layer enables aesthetically pleasing White appear 
ance to be realiZed. 

[0056] In Examples 1 and 2, the component member of a 
?shing reel is the reel body. The present invention may be 
applied to a case Where the component member of a ?shing 
reel is cover, a rotor, a handle and a frame and side plates of 
a center impeller type reel. 

Comparative Example 1 

[0057] a reel body Was manufactured by an Al alloy 
containing Si by 9.6 Wt % to 12.0 Wt % molded by a die-cast 
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method. The Weight of the reel body Was measured, resulting 
in 50 g. Thus, the Weight Was increased by 60% from the 
Weight of the reel body according to the present invention 
and constituted by the Mg alloy. 

Comparative Example 2 

[0058] The reel bodies Were manufactured by a Mg alloy 
containing Al by 3.5 Wt % to 9.7 Wt % molded by a die-cast 
method using a hot chamber. Then, the reel bodies Were 
subjected to conversion treatment, for example, a chromic 
acid process, a dichromate process and a stannate process, 
respectively. Thus, corrosion protected ?lms Were formed. 

[0059] The corrosion resistance of the obtained reel bodies 
Were examined similarly to the examples. As a result, the 
reel body treated With the chromic acid had a corrosion area 
of about 4%, that treated With the dichromate had a corro 
sion area of about 2% and that treated With the stannate had 
a corrosion area of about 4%. Although the foregoing reel 
bodies Were considered that the bodies Was substantially 
sufficient for use in a severe environment, such as a ?shing 
spot, but satisfactory corrosion prevented layer Was not 
realiZed. 

EXAMPLE 3 

[0060] FIG. 3 is a schematic vieW shoWing a case in 
Which the component member of a ?shing reel according to 
the present invention is a handle of a spinning reel. In FIG. 
3, reference numeral 21 represents a shaft Which penetrates 
the reel body 1 so as to be connected to a reel operating 
member B disposed in the reel body 1. A handle stand 17 is 
joined to either end of the shaft 21. A cap 22 for preventing 
exposure of the shaft 21 is joined to another end of the shaft 
21. A cap 16 is joined betWeen the shaft 21 and the handle 
stand 17 at a position opposite to the cap 22. 

[0061] A handle arm 14 is joined to the handle stand 17 
through a handle stopper 15. Speci?cally, the handle stand 
17 and the handle arm 14 are connected by riveting a 
handle-stand rivet 18 such that folding is permitted. As is 
knoWn, the handle arm 14 is permitted in a Winding state and 
a accommodating state and is permitted to move ups and 
doWn due to operating the handle stopper 15. Ahandle knob 
7 is joined to the distal end of the handle arm 14. Speci? 
cally, the handle arm 14 and the handle knob 7 are rotatively 
connected to each other such that separation is prevented by 
riveting a handle-knob rivet 19 to the handle arm 14. In order 
to prevent damage of the corrosion prevented layer of the 
handle arm 14 When the handle-stand rivet 18 and the 
handle-knob rivet 19 are riveted, Washers 20a and 20b are 
interposed betWeen the handle arm 14 and the handle-stand 
rivet 18 and betWeen the handle arm 14 and the handle-knob 
rivet 19, respectively. 

[0062] In the spinning reel having the structure shoWn in 
FIG. 3, main bodies of the handle arm 14, the handle stopper 
15 and the handle stand 17 are made of the Mg alloy. 
Moreover, a corrosion prevented layer is formed on the Mg 
alloy. The electrode potential difference of the Mg alloy and 
the metal members Which is in contact With the forgoing 
member formed by the Mg alloy or disposed adjacent to the 
same (for example, 1 mm or shorter) is preferably 1 V or 
loWer. The foregoing material is exempli?ed by an Al alloy 
(0.7 V to 0.9 V) and a Zn alloy (0.5 V to 0.9 V). Therefore, 
this embodiment has a structure that the cap 16, the handle 
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stand rivet 18 and the handle-knob rivet Which are located 
adjacent to the handle arm 14, the handle stopper 15 and the 
handle stand 17 are made of the Al alloy. 

[0063] The component member of a reel according to the 
present invention has a structure that the corrosion prevented 
layer is formed on the member formed by the Mg alloy. 
When the riveted portions are included as described above, 
the rivets 18 and 19 and the Washers 20a and 20b, and the 
Mg alloy portions of the component member (Which is the 
handle arm 14) are sometimes brought into contact With one 
another. In the foregoing case, the material of the members 
Which are brought into contact With the Mg alloy may be 
selected so that the electrode potential betWeen the Mg alloy 
and the above-mentioned material is 1 Y or loWer. Therefore, 
it is preferable that the material of the rivets 18 and 19 and 
the Washers 20a and 20b is an Al alloy or a Zn alloy having 
the difference of the electrode potential from that of the Mg 
alloy Which is 1 V or loWer. More preferably, the members 
18, 19, 20a and 20b are constituted by members made of the 
Al alloy having an alumite ?lm serving as an insulating layer 
or members made of resin of polyamide, polypropylene, 
polyethylene or ?uorine resin. 

[0064] In the structure shoWn in FIG. 3, since the shaft 21 
is in contact With a member formed by the Mg alloy or 
disposed adjacent to the same, the shaft 21 is preferable 
made of the Al alloy or the Zn alloy, hoWever the shaft 21 
is made of stainless steel because satisfactory strength must 
be realiZed. Stainless steel has the difference in the electrode 
potential from that of the Mg alloy Which is 1.1 V to 1.3 V 
Which is higher than 1 V. In the foregoing case, it is 
preferable that the portion (portionAshoWn in FIG. 3) of the 
shaft 21 Which is in contact With the member made of the Mg 
alloy is sealed With a sealant. As an alternative to this, the 
shaft made of stainless steel is subjected to a conversion 
process to form an insulating layer on the surface thereof. 
The sealant is exempli?ed by silicon, urethane, acrylic or 
epoxy resin, grease or oil. The conversion treatment is 
exempli?ed by the chromic acid treatment and the stannic 
acid treatment. 

[0065] When the above-mentioned structure is employed, 
electrochemical corrosion of the member made of the Mg 
alloy can be prevented. Also in this example, excellent 
corrosion resistance similar to that obtainable from Example 
1 can be realiZed. Corrosion resistance can be employed 
from a vieWpoint of practical use even at a ?shing spot in a 
severe environment in Which sea-Water and Water easily 
adheres. 

[0066] When the component member of a ?shing reel 
made of the Mg alloy is combined With a member made of 
another metal material, for example, When a screW made of 
stainless steel or a driver gear made of a copper alloy is 
disposed, there is apprehension that contact corrosion occurs 
With the different metal material. 

[0067] To prevent the contact corrosion, because the high 
voltage anodiZation process (the MAGOXID process) is 
able to simultaneously anodiZe Al and Mg, a member made 
of the Al alloy is inserted into the member of the Mg alloy, 
and is subjected to the high-voltage anodiZation process. 
Thus, contact corrosion With the different metal material can 
be prevented. Examples of the foregoing method are shoWn 
in FIGS. 4 to 7. 

[0068] FIG. 4 shoWs a spinning reel. A screW 30 made of 
stainless steel is employed, the screW 30 being a screW 
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Which is joined to the reel body 1. Aportion of the reel body 
1 to Which the screw 30 is joined has an insert 31 made of 
the Al alloy, as shoWn in FIG. 5. The insert 31 is inserted 
When the reel body 1 made of the Mg alloy is molded. 

[0069] As described above, the reel body 1 is subjected to 
the high-voltage anodiZation process in a state Which the 
insert 31 made of the Al alloy is provided. Thus, the Mg 
alloy and the Al alloy can simultaneously be anodiZed. As a 
result, even if the screW 30 made of the stainless steel is 
joined to the insert 31, contact corrosion betWeen different 
metal materials can be prevented. 

[0070] FIG. 6 shoWs a reel including tWo shaft at both 
side. A drive gear 42 is disposed in a frame 41 Which 
constitutes a reel body 40. In the foregoing case, the frame 
41 is made of the Mg alloy and the drive gear 42 is made of 
a copper alloy. As shoWn in FIG. 7, a portion of the frame 
41 adjacent to the drive gear 42, that is, the portion of a rear 
frame has an insert 43 made of the Al alloy and disposed at 
a position opposite to the drive gear 42. 

[0071] As described above, the frame 41 is subjected to 
the high-voltage anodiZation process in a state Where the 
insert 43 made of the Al alloy is disposed. Thus, the Mg 
alloy and the Al alloy can simultaneously be subjected to the 
anodiZation process. As a result, even if the drive gear 42 
made of the copper alloy is disposed in the frame 41 made 
of the Mg alloy, contact corrosion betWeen different metal 
materials can be prevented. 

EXAMPLE 4 

[0072] Referring to FIG. 8, a method of forming an 
organic coating layer 30 on a corrosion prevented layer 28 
Will noW be described. 

[0073] The organic coating layer 30 is formed by a dry 
coating method (a CVD method, a sputtering method, a 
vacuum evaporation method, an ion plating method or the 

like). 
[0074] The foregoing CVD method is performed such that 
an organic material is produced in a gas phase. Thus, a ?lm 
(the organic coating layer 30) is formed. The sputtering 
method is performed such that an organic material is sput 
tered. Thus, a ?lm (the organic coating layer 30) is formed. 
The vacuum evaporation method and the ion plating method 
are performed such that an organic material is evaporated. 
Thus, the ?lm (the organic coating layer 30) is formed. As 
the thickness of the formed ?lm is enlarged, administration 
of the ?lm becomes dif?cult and the smoothness of the 
surface of the ?lm deteriorates. Therefore, it is preferable 
that the thickness of the organic coating layer 30 is 1 pm to 
20 pm (preferably about 5 pm). The organic material may be 
poly-paraXylylene, epoXy, polyurethane, polyimide, polya 
mide or acryl. 

[0075] A method of forming corrosion prevented layer 28 
on a body 26 is such as the conversion treatment, for 
eXample, the chromic acid treatment, the dichromate process 
or the stannate process, coating or the anodiZation process. 
In particular, a close anodiZed ?lm (the corrosion prevented 
layer 28) can be formed by performing the HAE anodiZation 
process or the DoW 17 anodiZation Which are types of the 
anodiZation process. Each of the foregoing anodiZation 
processes enables an anodiZed ?lm having a close and hard 
composite oXide structure and a spinel structure to be 
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formed. As a result, a reel for ?shing exhibiting eXcellent 
corrosion resistance can be realiZed. 

[0076] It is preferable that the thickness of the anodiZed 
?lm (the corrosion prevented layer 28) is 5 pm to 20 pm to 
maintain stable performance (the hard and close structure). 
If the thickness is smaller than 5 pm, the hardness of the ?lm 
becomes insuf?cient. If the thickness is larger than 20 pm, 
a crack is sometimes formed during the groWth of the ?lm. 

[0077] A part of the anodiZed ?lm to be formed on the 
body of the component, Where a member made of another 
metal material is brought into contact or is positioned 
adjacent to, preferably has the thickness thicker than the 
thickness of the other parts. For eXample, the thickness of 
the part Which contacts With a member made of another 
material is made to be 10 pm to 20 pm, and thickness of 
another portion is made to be 5 pm to 20 pm. 

[0078] As described above, according to this eXample, the 
organic coating layer is formed by the dry coating method on 
the component member subjected to the corrosion protective 
process. Thus, a uniform coating ?lm can be provided for 
?ne portions, such as small holes, thread portions and the 
like, having complicated shapes. Therefore, the dimensions 
can be controlled With great accuracy. If a defective portion 
is formed in Which no corrosion protected ?lm is formed 
because of insuf?cient corrosion preventive process, the dry 
coating method enables an insulating organic coating layer 
to be formed to compensate the defective portion. As a 
result, corrosion and the contact corrosion betWeen different 
metal materials can reliably be prevented. Therefore, the 
function of the ?shing reel can satisfactorily be maintained 
for a long time even at a ?shing spot, the environment of 
Which is a severe environment. 

[0079] As described above, the component member of a 
?shing reel according to the present invention includes a 
body formed by a Mg alloy; and a corrosion prevented layer 
formed on the body by a high-voltage anodiZation process. 
Therefore, corrosion resistance Which is satisfactory from a 
vieWpoint of practical use can be realiZed even in a severe 
environment, such as a ?shing spot, at Which sea-Water and 
Water easily adheres. When the corrosion prevented layer is 
formed by the anodiZation process or the conversion treat 
ment, and the sealing layer free from change in the dimen 
sions is formed on the corrosion prevented layer, further 
satisfactory corrosion resistance can be realiZed. In addition, 
the harmony of the color of the corrosion prevented layer 
and the transparency and luster of the sealing layer enables 
the quality of the appearance to be improved. As a result, a 
?shing reel exhibiting high strength, light Weight, eXcellent 
appearance and eXcellent operability permitted for a long 
time can be obtained. 

What is claimed is 

1. A ?shing reel comprising: 

a body formed by a Mg alloy; and 

a corrosion prevented layer formed on said body by a 
high-voltage anodiZation process. 

2. A?shing reel according to claim 1, Wherein a thickness 
of said corrosion prevented layer is b 5pm to 20 pm. 
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3 A ?shing reel comprising: 

a body formed by a Mg alloy; 

a corrosion prevented layer formed on said body by one 
of an impregnating process and said conversion treat 
ment; and 

a sealing layer formed on said body by impregnating 
process Without substantially changing the thickness of 
said corrosion prevented layer. 

4. A?shing reel according to claim 3, Wherein said sealing 
layer is formed by an organic material or ceramics. 

5. A ?shing reel according to claim 3, Wherein a thickness 
of said corrosion prevented layer is 5 pm to 20 pm. 

6. A?shing reel according to claim 3, Wherein said sealing 
layer is ?lled up the apertures and recesses of said corrosion 
prevented layer. 

7. A ?shing reel comprising: 

a body formed by a Mg alloy; 

a corrosion prevented layer formed on said body; and 

an organic coating layer formed on said corrosion pre 
vented layer, said organic coating layer formed by dry 
coating method. 
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8. A ?shing reel according to claim 7, Wherein said 
corrosion prevented layer is formed by an impregnating 
process or said conversion treatment. 

9. A method of manufacturing a ?shing reel including a 
body formed by a Mg alloy comprising the step of forming 
a corrosion prevented layer formed on said body by high 
voltage anodiZation process. 

10. A method of manufacturing a ?shing reel including a 
body formed by a Mg alloy comprising the steps of: 

forming a corrosion prevented on said body by one of an 
impregnating process and said conversion treatment; 
and 

forming a sealing layer on said body by impregnating 
process Without substantially changing the thickness of 
said corrosion prevented layer. 

11. Amethod of manufacturing a ?shing reel according to 
claim 10, Wherein said sealing layer is formed by one of an 
organic material and ceramics. 


