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PT 960 has been engineered by GRS - tried and tested for many years by jewellery manufactures worldwide.
Containing only the best ingredients PT 960 is proven to give the highest possible surface finish along with
consistent repeatable results.

P FORMULA OFFERS THE FOLLOWING BENEFITS:
¢ Industry leading surface finish

¢ Ability to cast at higher flask temperatures — less surface finish reaction
* Best possible definition on fine filigree work

e Ability to mix large batches each cast

* Reduced finishing time post casting due to better surface finish

* Fast setting time (compared to alternative products)

¢ Invest to burnout within 5 hours*

e Water / Powder Ratio 30:100 JUST DD WATER

PREPARATION MIXING & POURING BURNOUT
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