Abstract of the E)isélosure' A net hod (200) for produci ng a

~forged face menber (60) for a golf- club (40) is 5 di scl-osed—herein. The

fergi ng process (200) involves multiplegeating and pressi + Has Beedl Replaced
metal bar to obtain a final face nenber configuration (GQ)

t he net al bar is perfornmed at terrperatures bel ow 1000][ mmmlmﬂ“
than twenty mnutes. The final face menber configuratio

preferably has a striking plate (72) with regi ons of vari abl e
‘thickness. The netal bar is prefAbstatyofdhePisslosuref- a titani um material. 10

A method (200) for produéing a forged face member (60) for a golf club (40) is
5  disclosed herein. The forging process (200) involves multiple heating and pressing of |
a metal bar to obtain a final face member configuration (60). The heating of the metal
bar is pefformed at températures below 1000°C for less than twenty minutes. The final
face member configuration (60) preferably has a striking plate (72) with regions of
Qariable thickness. The metal bar is preferably composed of a titanium material.
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