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(57) ABSTRACT 

The inner circumference of the receiving portion is tapered 
so as to alloW the Width thereof to be gradually Wider from 
a bottom portion toWard an aperture portion thereof. The 
outer circumference of the face member is tapered so as to 
alloW the Width thereof to be substantially equal to that of 
the aperture portion and gradually Wider from a rear portion 
toWard a front portion thereof. The depth of the receiving 
portion is de?ned so as to be slightly larger than the 
thickness betWeen the front portion and the rear portion. By 
?tting the face member into the receiving portion in a 
manner dropping into receiving portion, the face member 
and the receiving portion can be accurately ?tted With each 
other Without a gap at a comparatively loW cost even if their 
dimensional accuracies are loW. 
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GOLF CLUB AND METHOD FOR 
MANUFACTURING SAME 

BACKGROUND OF THE INVENTION 

[0001] 1. Field of the Invention 

[0002] The present invention relates to a golf club and a 
method for manufacturing the same. 

[0003] 2. Description of the Related Art 

[0004] As a conventional technique, Japanese Unexam 
ined Patent Publication No. 11-4922 discloses a golf club 
Which has a head body, the head body is made from, for 
instance, soft iron such as S20C, titanium, titanium alloy, 
Wherein a Weight Which is made from tungsten alloy, stain 
less steel, copper alloy, etc., is ?tted into the head body or 
a piece Which is made from titanium, aluminum etc., is ?tted 
into a face thereof. 

[0005] Recently, in order to obtain a high-performance 
golf club by setting a more difference in speci?c gravity, one 
Which has a Weight made from tungsten alloy ?tted thereinto 
has been marketed. In general, a tungsten-alloy-made piece 
is made by sintering, but it has little ductility, and thus a 
plastic deformation thereof by caulking itself is dif?cult. 
Accordingly, in the present circumstances, the tungsten 
alloy-made piece is joined by screWing, bonding, caulking 
by a plastic deformation of the head body. For screWing and 
bonding, a side of the tungsten-alloy-made piece is 
machined straightly. HoWever, since tungsten alloy contracts 
about 20%, a dimensional accuracy thereof is to be rough, 
and thus machining at a machining center or the like is 
required. Moreover, a side face of the head body for receiv 
ing the tungsten-alloy-made piece is also formed With a 
straight concaved portion, and the tungsten-alloy-made 
piece is ?tted thereinto. 

[0006] HoWever, no matter hoW much machining accu 
racy is improved, a slight gap is unavoidably created since 
there is a tolerance in machining betWeen the head body and 
the tungsten-alloy-made piece. Moreover, machining cost is 
eXpensive. Further, even though a caulking is applied to the 
head body, it is still dif?cult to prevent the creation of the 
gap When dimensional accuracy is not high. 

[0007] The slightest gap can cause various problems. For 
instance, joining strength is to be inferior, misalignment is 
caused When hitting a golf ball, and a separation of the 
tungsten-alloy-made piece is resulted from that misalign 
ment at Worst. Moreover, a polishing agent used for buf?ng 
or the like enters the gap and it may ooZe later on. When the 
head body is made from soft iron, plating is required, and 
thus a plating solution or a pre-process solution may enter 
the gap. It often results in defective plating. 

SUMMARY OF THE INVENTION 

[0008] The present invention has been made to solve those 
problems. It is, accordingly, an object of the present inven 
tion to provide a golf club having a head made from a 
plurality of metallic members, the head comprising: one 
member concavely formed With a receiving portion thereon; 
and the other member ?tted into the receiving portion so as 
to be integrated With each other, Wherein the golf club 
enables the reduction of as much machining cost as possible 
and have no gap. 
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[0009] The other object thereof is to provide a method for 
manufacturing the same. 

[0010] In order to attain the above objects, according to a 
?rst aspect of the present invention, there is provided a golf 
club comprising: a head made of a plurality of metallic 
members; and a shaft connected to the head, the head 
comprising: one member formed With a receiving portion; 
and an other member ?tted into the receiving portion so as 
to be integrated With each other, Wherein: an inner circum 
ference of the receiving portion is tapered so as to alloW a 
Width thereof to be gradually Wider from a bottom portion 
toWard an aperture portion thereof; an outer circumference 
of said other member is tapered so as to alloW a Width 
thereof to be gradually Wider from a rear portion toWard a 
front portion thereof; and a depth of the receiving portion is 
de?ned so as to be slightly larger than a thickness betWeen 
the front portion and the rear portion. 

[0011] According to the ?rst aspect of the present inven 
tion, if the one member and the other member are prelimi 
nary tapered by molds or the like so that their taper angles 
are substantially equal, the other member can be ?tted into 
the receiving portion in a manner dropping into the recess 
portion of the one member Without processing. 

[0012] Alternatively, in the above-described golf club, the 
Width of the front portion of the other member may be 
substantially equal to the Width of the aperture portion of the 
receiving portion; and a taper angle of the inner circumfer 
ence may be substantially equal to a taper angle of the outer 
circumference. 

[0013] Moreover, in the above-described golf club, the 
one member may be a head body connected to the shaft; the 
receiving portion may be formed on a region of the head 
body corresponding to a face thereof; and the other member 
may be a face member. 

[0014] Further, the one member and the other member 
may be made from different metals, respectively. 

[0015] Still further, the other member may be made from 
metal having larger speci?c Weight than that of the one 
member. 

[0016] In order to attain the above objects, according to a 
second aspect of the present invention, there is provided a 
method for manufacturing a golf club, the golf club com 
prising: a head made of a plurality of metallic members; and 
a shaft connected to the head, the head comprising: one 
member formed With a receiving portion; and an other 
member ?tted into the receiving portion so as to be inte 
grated With each other, Wherein the method comprising steps 
of: forming an inner circumference of the receiving portion 
to be tapered so as to alloW a Width thereof to be gradually 
Wider from a bottom portion toWard an aperture portion 
thereof; forming an outer circumference of the other mem 
ber to be tapered so as to alloW a Width thereof to be 
substantially equal to the Width of the aperture portion and 
gradually Wider from a rear portion toWard a front portion 
thereof; de?ning a depth of the receiving portion to be 
slightly larger than a thickness betWeen the front portion and 
the rear portion; and ?tting the other member into the 
receiving portion in a manner dropping into the recess 
portion of the one member toWard the recess portion of the 
receiving portion via a clearance betWeen the rear portion 
and the recess portion. 
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[0017] According to the second aspect of the present 
invention, if the one member and the other member are 
preliminary tapered by molds or the like so that their taper 
angles are substantially equal, the other member can be ?tted 
into the receiving portion in a manner dropping into the 
recess portion of the one member Without processing. 

[0018] Alternatively, in the above-described method, the 
one member may be a head body connected to the shaft; the 
receiving portion may be formed on a region of the head 
body corresponding to a face; and the other member may be 
a face member. 

[0019] Moreover, the one member and the other member 
may be made from different metals, respectively. 

[0020] Further, the other member may be made from metal 
having larger speci?c Weight than that of the one member. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0021] These objects, other objects and advantages of the 
present invention Will become more apparent upon reading 
of the folloWing detailed description and the accompanying 
draWings in Which: 

[0022] FIG. 1 is a perspective vieW illustrating a golf club 
according to a ?rst embodiment of the present invention; 

[0023] FIG. 2 is a cross sectional vieW illustrating the golf 
club of the ?rst embodiment; 

[0024] FIG. 3 is an exploded vieW illustrating the golf 
club of the ?rst embodiment; 

[0025] FIG. 4 is a perspective vieW illustrating a golf club 
according to a second embodiment of the present invention; 

[0026] FIG. 5 is a cross sectional vieW illustrating a golf 
club of the second embodiment; 

[0027] FIG. 6 is an exploded vieW illustrating the golf 
club of the second embodiment; 

[0028] FIG. 7 is a cross sectional vieW illustrating a 
portion of the golf club on larger scale; 

[0029] FIG. 8 is a cross sectional vieW illustrating a golf 
club according to a third embodiment of the present inven 
tion; 
[0030] FIG. 9 is an exploded vieW illustrating the golf 
club of the third embodiment; 

[0031] FIG. 10 is a cross sectional vieW illustrating a golf 
club according to a fourth embodiment; 

[0032] FIG. 11 is a perspective vieW illustrating the golf 
club of the fourth embodiment; 

[0033] FIG. 12 is a cross sectional vieW illustrating a golf 
club according to a ?fth embodiment; and 

[0034] FIG. 13 is a bottom plan vieW illustrating the golf 
club of the ?fth embodiment. 

DETAILED DESCRIPTION OF THE 
PREFERRED EMBODIMENTS 

[0035] Preferred embodiments of the present invention 
Will noW be described in detail With reference to the accom 
panying draWings. 
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[0036] FIGS. 1 to 3 illustrate a ?rst embodiment. A golf 
club of the present invention comprises a shaft 1 provided 
With a grip (not illustrated) on an upper end thereof, and a 
head 2 connected to a loWer end of the shaft 1. The head 2 
is formed With a hosel 3 on one side thereof as a shaft 

connecting portion protruding from the one side, a face 4 on 
a front side thereof, a sole 5 on a loWer portion thereof, 
respectively. The head 2 having the hosel 3, the face 4 and 
the sole 5 comprises: a head body 7 as one member 
concavely formed With a receiving portion 6 on a rear side 
thereof; and a Weight 8w as the other member of tabular 
?tted into the receiving portion 6. The head body 7 is made 
of an iron-based material manufactured by applying hot 
forging to S20, but other kinds of materials, forgings can be 
properly applied. The Weight 8w is made of a material 
having larger speci?c gravity than that of the head body 7. 
For instance, the Weight 8w is made from tungsten, tungsten 
alloy. 

[0037] An inner circumference 6a of the receiving portion 
6 is tapered so as to alloW a Width A of an aperture portion 
9 of the concaved receiving portion 6 to be gradually Wider 
than a Width B of a recess portion 10 Which extends from the 
aperture portion 9 toWard a center of the head 2 With respect 
to the aperture portion 9. The recess portion 10 is formed so 
as to have a bottom. An outer circumference 8a of the Weight 
8w is tapered so as to alloW a Width C of a front portion 11 
de?ned on an exterior of the Weight 8w to be substantially 
equal to the Width A of the aperture portion 9, and be 
gradually Wider than a Width D of a rear portion 12 opposite 
to the front portion 11 toWard the center of the head 2. 
Accordingly, the Widths A, B, C, D are expressed as folloWs: 
A=C; and A, C>D>B. Moreover, a depth E of the receiving 
portion 6 is de?ned so as to be slightly larger than a 
thickness F betWeen the front portion 11 of the Weight SW 
and the rear portion 12 thereof Ataper angle X of the 
inner circumference 6a, and a taper angle Y of the outer 
circumference 8a are set at 3-15 degree, respectively, but 
preferably 5-10 degree. Both angles are substantially equal. 
The Width A, B, C, D, the depth E and the thickness F are 
measured at the same cross sectional portion. The inner 
circumference 6a and the outer circumference 8a may not be 
entirely tapered, but it should be partially tapered. For 
instance, the inner and outer circumferences 6a and 8a may 
have straight portions as long as it is partially tapered. 

[0038] Next, a method for manufacturing thereof Will noW 
be described. The head body 7 and the Weight 8w are 
pre-manufactured, respectively. The head body 7 is set up on 
a non-illustrated pedestal so as to alloW the receiving portion 
6 to be turned upWardly. The Weight 8w is inserted into the 
aperture portion 9 of the receiving portion 6 so as to drop it 
into the aperture portion 9 of the receiving portion 6, and 
then pressed therein. When pressing, since the Width C of the 
Weight 8w is substantially equal to the Width A of the 
aperture portion 9, the front portion 11 is ?tted into the 
aperture portion 9, and the rear portion 12 is placed at the 
middle of the receiving portion 6, the inner circumference 6a 
?ts the outer circumference 11a, Whereby a clearance 14 
having a thickness of less than or equal to 2 mm, preferably 
1 mm is de?ned betWeen the rear portion 12 and the recess 
portion 10. MeanWhile, the Widths A, B, C, D, the depth E 
and the thickness E respectively denote Widths, depth and 
thickness of the corresponding portions. 



US 2005/0143190 A1 

[0039] In a case that a dimensional accuracy of the receiv 
ing portion 6 or the Weight 8w is loW, for instance, the Width 
C of the front portion 11 of the Weight 8w or the Width D of 
the rear portion 12 thereof is smaller than its predetermined 
siZe, the Weight 8w is inserted into the aperture portion 9 so 
as to drop the Weight 8w thereinto, the front portion 11 ?ts 
in the back of the aperture portion 9, the rear portion 12 is 
placed at the back of the inner circumference 6a locating at 
the middle thereof, and the inner circumference 6a ?ts the 
outer circumference 11a. In this case, the clearance 14 
slightly shorter than that of the above case is provided 
betWeen the rear portion 12 and the recess portion 10. By 
providing the clearance 14, ?tting the Weight 8w into the 
receiving portion 6 is made possible even if the dimensional 
accuracy of the Weight 8w is loW. 

[0040] When the head 2 manufactured thus Way Was 
plated, no soaking of a plating solution Was observed in a 
plating process. Accordingly, it Was assured that the inner 
circumference 6a and the outer circumference 8a Were 
closely contact With each other. Moreover, a hitting test of 
2,000 golf balls at a head speed of 43 m/s Was carried out, 
but any problem such as one regarding strength of the golf 
club did not arise. 

[0041] As described above, according to the ?rst embodi 
ment, the inner circumference 6a of the receiving portion 6 
is tapered so as to alloW the Width A of the aperture portion 
9 to be gradually Wider than the Width B of the recess portion 
10, the outer circumference 8a of the Weight 8w is tapered 
so as to alloW the Width C of the front portion 11 to be 
substantially equal to the Width A of the aperture portion 9 
and be gradually Wider than the Width D of the rear portion 
12, While the depth E of the receiving portion 6 is de?ned so 
as to be slightly larger than the thickness F betWeen the front 
portion 11 and the rear portion 12. Accordingly, by ?tting the 
Weight 8w into the receiving portion 6 so as to drop the 
Weight 8w into the receiving portion 6, the receiving portion 
6 and the Weight 8w can be accurately ?tted With each other 
Without a gap at a comparatively loW cost even if the 
dimensional accuracies of the receiving portion 6 and the 
Weight 8w are loWer than the predetermined ones. 

[0042] Further, the Width C of the front portion 11 is 
substantially equal to the Width A of the aperture portion 9, 
Whereby the front portion 11 can be placed at the aperture 
portion 9. 

[0043] Still further, the taper angle X of the inner circum 
ference 6a is substantially equal to the taper angle Y of the 
outer circumference 8a, thereby alloWing the inner circum 
ference 6a to closely contact the outer circumference 8a. 

[0044] Next, a second embodiment of the present inven 
tion Will noW be described With reference to FIGS. 4 to 7. 
The same reference numbers Will denote the same structure 
portions, While detailed explanations thereof Will be omitted. 
The head 2 having the hosel 3 and the sole 5 comprises: the 
head body 7 as one member concavely formed With the 
receiving portion 6 corresponding to the face 4; and a face 
member 8 as the other member of tabular ?tted into the 
receiving portion 6. The head body 7 is made of an iron 
based material, While the face member 8 is made from, for 
instance, titanium, titanium alloy, and thus they are made 
from different metals. 

[0045] The inner circumference 6a of the receiving por 
tion 6 is tapered so as to alloW the Width A of the aperture 
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portion 9 of the concaved receiving portion 6 to be gradually 
Wider than the Width B of the recess portion 10 Which 
extends from the aperture portion 9 toWard the center of the 
head 2 With respect to the aperture portion 9. The recess 
portion 10 is formed so as to have a bottom. The outer 
circumference 8a of the face member 8 is tapered so as to 
alloW the Width C of the front portion 11 de?ned on an 
exterior of the face member 8 to be substantially equal to the 
Width Aof the aperture portion 9 and be gradually Wider than 
the Width D of the rear portion 12 opposite to the front 
portion 11 toWard the center of the head 2. Accordingly, the 
Widths A, B, C, D are expressed as folloWs: A=C; and A, 
C>D>B. Moreover, the depth E of the receiving portion 6 is 
formed so as to be slightly larger than the thickness F 
betWeen the front portion 11 of the face member 8 and the 
rear portion 12 thereof MeanWhile, the taper angle X 
of the inner circumference 6a, the taper angle Y of the outer 
circumference 8a are set at 3-15 degree, respectively, but 
preferably 5-10 degree. Both angles are substantially equal. 

[0046] Next, a method for manufacturing thereof Will noW 
be described. The head body 7 and the face member 8 are 
pre-manufactured, respectively. The head body 7 is set up on 
a pedestal 13 so as to alloW the receiving portion 6 to be 
turned upWardly. The face member 8 is inserted into the 
aperture portion 9 of the receiving portion 6 drop the face 
member 8 thereinto, and then pressed therein. When press 
ing, since the Width C of the front portion 11 of the face 
member 8 is substantially equal to the Width A of the 
aperture portion 9, the front portion 11 is ?tted into the 
aperture portion 9, and the rear portion 12 is placed at the 
middle of the receiving portion 6, the inner circumference 6a 
?ts the outer circumference 11a, Whereby the clearance 14 
is de?ned betWeen the rear portion 12 and the recess portion 
10. 

[0047] In a case that a dimensional accuracy of the receiv 
ing portion 6 or the face member 8 is loW, for instance, the 
Width C of the front portion 11 of the face member 8 or the 
Width D of the rear portion 12 thereof is smaller than its 
predetermined siZe, the face member 8 is inserted into the 
aperture portion 9 so as to drop the face member 8 thereinto, 
the front portion 11 ?ts in the back of the aperture portion 9, 
the rear portion 12 is placed at the back of the inner 
circumference 6a locating at the middle thereof, and the 
inner circumference 6a ?ts the outer circumference 11a. In 
this case, the clearance 14 slightly shorter than that of the 
above case is provided betWeen the rear portion 12 and the 
recess portion 10. By providing the clearance 14, ?tting the 
face member 8 into the receiving portion 6 is made possible 
even if the dimensional accuracy of the face member 8 is 
loW. 

[0048] MeanWhile, a copper-plating layer 4a is formed on 
a surface of the face 4, While a corroded rough layer 4b is 
formed on the copper-plating layer 4a. The copper-plating 
layer 4a is made from either copper cyanide or copper 
sulfate, and formed so as to have a thickness H of at least 
greater than or equal to about 20 pm. The corroded rough 
layer 4b is a product of corrosion produced by applying a 
later-described process of corrosion to the copper-plating 
layer 4a, it forms a rough surface 4c having irregularity on 
a surface of the face 4. The corroded rough layer 4b is 
purplish, different from the broWn copper-plating layer 4a. 

[0049] Next, a method for manufacturing a pitching 
Wedge employing the above-described structure Will noW be 
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explained. First, in a ?rst process, the face 4 is polished so 
as to allow the surface thereof to be ?at. 

[0050] As a second process, a masking sheet (not illus 
trated) is applied to the entire surface of the head 2 except 
the face 4, so that the face 4 is exposed, While the portions 
of the head 2 except the face 4 are covered by a masking 
tape. 

[0051] In this condition, as a third process, copper plating 
using copper cyanide or copper sulfate is applied to the head 
2 by a Well knoWn electroplating technique, copper cyanide 
or copper sulfate is deposited on the exposed surface of the 
face 4, thereby forming the copper-plating layer 4a having 
30 pm of the thickness H thereon. 

[0052] Next, as a fourth process, the surface of the copper 
plating layer 4a formed on the face 4 is polished using a 
fabric-made buff so as to be ?at and smooth, Whereby the 
face 4 is mirror ?nished. The face 4 is cleaned by a liquid of 
trichloroethylene of 70-80° C. so that greases, other con 
taminations are removed therefrom, and then the face mem 
ber 8, Which is heated by the trichloroethylene-cleaning, is 
cooled doWn With standing it to cool. 

[0053] As a ?fth process, the face 4 is soaked in a 
corrosive liquid of a room temperature, Which is pre-pro 
duced by mixing potassium sul?de (K20), copper acetate 
((CH3C00)Cu-H20) and potassium alum 
(AIK(S04)2~12H20), for about 5 seconds so as to cause the 
copper-plating layer 4a deposited on the surface of the face 
4 to corrode. Accordingly, the corroded rough layer 4b, 
Which includes the rough surface 4c having irregularity, and 
changed its color to purple so as to have a different color 
from that of the copper plating layer 4a, is formed on the 
surface of the copper plating layer 4a. 

[0054] Practically, in a case of the second embodiment, by 
soaking the face 4 for about 5 seconds, the copper-plating 
layer 4a deposited on the surface of the face 4 Was corroded, 
so that the corroded rough layer 4b Was formed, but the 
thickness H of the remained copper-plating layer 4a not 
corroded became at least greater than or equal to about 20 
pm. 

[0055] As a six process, the head 2 is Washed by hot-Water 
in order to remove the corrosive liquid or the like remaining 
on the surface of the corroded rough layer 4b, it is dried out, 
and then the masking tape is removed therefrom. Accord 
ingly, there is provided the head 2 that has the face 4 having 
the irregular rough surface 4c and changed its color to 
purple. 

[0056] According to the above-described structure, by 
forming the corroded rough layer 4b on the surface of the 
face 4, a golf ball (not illustrated) contacts the irregular 
rough surface 4c When hitting, thereby increasing a friction 
betWeen the face 4 and the golf ball. Consequently, the head 
2 can give more spin to the golf ball compared to by 
conventional ones. 

[0057] Moreover, by alloWing the copper-plating layer 4a 
to be corroded using the corrosive liquid, the rough surface 
4c having more irregular asperity can be formed on the face 
4, thereby further increasing the friction betWeen the face 4 
and the golf ball. 

[0058] As described, according to the second embodi 
ment, the inner circumference 6a of the receiving portion 6 
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is tapered so as to alloW the Width A of the aperture portion 
9 to be gradually Wider than the Width B of the recess portion 
10, While the outer circumference 8a of the face member 8 
is tapered so as to alloW the Width C of the front portion 11 
to be substantially equal to the Width A of the aperture 
portion 9 and be Wider than the Width D of the rear portion 
12, While the depth E of the receiving portion 6 is slightly 
larger than the thickness F betWeen the front portion 11 and 
the rear portion 12. Accordingly, by ?tting the face member 
8 into the receiving portion 6 so as to drop the face member 
8 thereinto, the receiving portion 6 and the face member 8 
can be accurately ?tted With each other Without a gap at a 
comparatively loW cost even if the dimensional accuracies 
of the receiving portion 6 and the face member 8 are loWer 
than the predetermined ones. In a case that plating layers 
(not illustrated) are formed on the surface of the face 
member 8 and that of receiving portion 6, respectively, the 
siZes thereof slightly differ from the predetermined ones, but 
they can be accurately ?tted With each other by ?tting the 
face member 8 into the receiving portion 6 so as to drop the 
face member 8 thereinto. 

[0059] Further, the Width C of the front portion 11 is 
substantially equal to the Width A of the aperture portion 9, 
Whereby the front portion 11 can be placed at the aperture 
portion 9. 

[0060] Still further, the taper angle X of the inner circum 
ference 6a is substantially equal to the taper angle Y of the 
outer circumference 8a, thereby alloWing the inner circum 
ference 6a to closely contact the outer circumference 8a. 

[0061] Next, a third embodiment of the present invention 
Will noW be described With reference to FIGS. 8 to 9. The 
same reference numbers Will denote the same structure 
portions as those of the second embodiment, While detailed 
explanations thereof Will be omitted. In the third embodi 
ment, one end of the inner circumference 6a of the receiving 
portion 6 is integrally formed With a protrusion 21, While an 
edge of the face member 8 is chamfered. When manufac 
turing, the face member 8 is ?tted into the receiving portion 
6 so as to drop the face member 8 thereinto, and then the 
head body 7, in particular, the protrusion 21 or the portion 
around it is crushed so as to ?ll a chamfered portion 22 and 
form a crushed portion 23, thereby ?rmly ?xing the face 
member 8 to the head body 7. 

[0062] By crushing the protrusion 21, the chamfered por 
tion 22 is ?lled, and thus a separation of the face member 8 
from the head body 7 can be prevented. 

[0063] Next, a fourth embodiment of the present invention 
Will noW be described With reference to FIGS. 10 to 11. The 
same reference numbers Will denote the same structure 
portions as those of the second embodiment, While detailed 
explanations thereof Will be omitted. In the fourth embodi 
ment, the recess portion 10 of the concaved receiving 
portion 6 of the head body 7 is formed With a through-hole 
31 opening toWard the rearWard of the head body 7. Accord 
ingly, the rear portion 12 of the face member 8 can be 
exposed on the rear side of the head 2 via the through-hole 
31. 

[0064] By forming the recess portion 10 With the through 
hole 31 so as to expose the rear portion 12 on the rear side 
of the head 2, an elastic deformation of the face member 8 
When hitting a golf ball can be enhanced. 



US 2005/0143190 A1 

[0065] Next, a ?fth embodiment of the present invention 
Will noW be described With reference to FIGS. 12 to 13. In 
the ?fth embodiment, the receiving portion 6 is formed at a 
substantial center of the sole 5 of the head body 7, While a 
sole member 41 is ?tted into the receiving portion 6. The 
inner circumference 6a of the receiving portion 6 is tapered 
so as to allow the Width A of the aperture portion 9 thereof 
to be gradually Wider than the Width B of the recess portion 
10, While an outer circumference 41a of the sole member 41 
is tapered so as to alloW the Width C of the front portion 11 
of the sole member 41 to be substantially equal to the Width 
A of the aperture portion 9 and be gradually Wider than the 
Width D of the recess portion 12. The depth E of the 
receiving portion 6 is slightly larger than the thickness F 
betWeen the front portion 11 of the sole member 41 and the 
rear portion 12 thereof. 

[0066] For instance, in a case that the Width C of the front 
portion 11 of the sole member 41 or the Width D of the rear 
portion 12 thereof is smaller than its predetermined siZe, the 
sole member 41 is inserted into the aperture portion 9 so as 
to drop the sole member 41 thereinto, the front portion 11 ?ts 
in the back of the aperture portion 9, the rear portion 12 is 
placed at the back of the inner circumference 6a locating at 
the middle thereof, and the inner circumference 6a ?ts the 
outer circumference 11a. Accordingly, the sole member 41 
can be accurately ?tted into the receiving portion 6 Without 
a gap at a comparatively loW cost even if the dimensional 
accuracies thereof are loW. 

[0067] The present invention is not limited to the above 
embodiment, various embodiments and changes may be 
made thereonto Without departing from the broad spirit and 
scope of the invention. The structure portions of the golf 
club head of the present invention are not limited to ones 
described in the above-described embodiments. The method 
for manufacturing the golf club of the present invention may 
be applied to, for instance, an attachment of a back member 
?tted into a rear side of the head. 

What is claimed is: 
1. A golf club comprising: a head made of a plurality of 

metallic members; and a shaft connected to said head, said 
head comprising: one member formed With a receiving 
portion; and an other member ?tted into said receiving 
portion so as to be integrated With each other, Wherein: 

an inner circumference of said receiving portion is tapered 
so as to alloW a Width thereof to be gradually Wider 
from a bottom portion toWard an aperture portion 
thereof; 

an outer circumference of said other member is tapered so 
as to alloW a Width thereof to be gradually Wider from 
a rear portion toWard a front portion thereof; and 

a depth of said receiving portion is de?ned so as to be 
slightly larger than a thickness betWeen said front 
portion and said rear portion. 

2. The golf club according to claim 1, Wherein: 

the Width of said front portion of said other member is 
substantially equal to the Width of said aperture portion 
of said receiving portion; and 

a taper angle of said inner circumference is substantially 
equal to a taper angle of said outer circumference. 
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3. The golf club according to claim 1, Wherein: 

said one member is a head body connected to said shaft; 

said receiving portion is formed on a region of said head 
body corresponding to a face thereof; and 

said other member is a face member. 
4. The golf club according to claim 2, Wherein: 

said one member is a head body connected to said shaft; 

said receiving portion is formed on a region of said head 
body corresponding to a face thereof; and 

said other member is a face member. 
5. The golf club according to claim 1, Wherein said one 

member and said other member are made from different 
metals, respectively. 

6. The golf club according to claim 5, Wherein said other 
member is made from metal having larger speci?c Weight 
than that of said one member. 

7. A method for manufacturing a golf club, said golf club 
comprising: a head made of a plurality of metallic members; 
and a shaft connected to said head, said head comprising: 
one member formed With a receiving portion; and an other 
member ?tted into said receiving portion so as to be inte 
grated With each other, Wherein said method comprising 
steps of: 

forming an inner circumference of said receiving portion 
to be tapered so as to alloW a Width thereof to be 
gradually Wider from a bottom portion toWard an 
aperture portion thereof; 

forming an outer circumference of said other member to 
be tapered so as to alloW a Width thereof to be sub 
stantially equal to the Width of said aperture portion and 
gradually Wider from a rear portion toWard a front 
portion thereof; 

de?ning a depth of said receiving portion to be slightly 
larger than a thickness betWeen said front portion and 
said rear portion; and 

?tting said other member into said receiving portion in a 
manner dropping into the recess portion of said one 
member toWard the recess portion of said receiving 
portion via a clearance betWeen the rear portion and the 
recess portion. 

8. The method for manufacturing the golf club according 
to claim 5, Wherein: 

said one member is a head body connected to said shaft; 

said receiving portion is formed on a region of said head 
body corresponding to a face; and 

said other member is a face member. 

9. The method for manufacturing the golf club according 
to claim 7, Wherein said one member and said other member 
are made from different metals, respectively. 

10. The method for manufacturing the golf club according 
to claim 9, Wherein said other member is made from metal 
having larger speci?c Weight than that of said one member. 

* * * * * 


