SYNERGY
INVESTMENT
POWDER

A Premium Investment Powder for Resin/CAD casting,
which has been tested and approved worldwide.

Synergy was developed by G3D in the United
Kingdom - tried and tested by jewellery
manufacturers worldwide. It is designed
Primarily for investing, burnout and DIRECT
CASTING of your resin/wax patterns.

Synergy is an investment powder for CAD/CAM
resin direct casting

Highest Quality raw materials sourced and
graded for Resin/CAD direct casting

Synergy can also be used to produce injection
wax castings and will easily cast all gold alloys
including high percentage Palladium White
Gold

Can be used with any manufacturers resin but
has been chemically designed to specifically
match G3D resin with perfect burnout
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