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Nutrition Label

Each serving 2 For future work we To increase viability of the  For future work we
Nutrition Facts Sscings: 1, Serv. Size: 1 can (454g), Amount Per , recommend the addition of cells, we recommend using recommend using a
serving: Calories 130, Total Fat Og (0% DV), Sat. Fat 0g (0% DV), Trans Fat contains 10 other growth factors to a protectant with the spray different method of
0g, Cholest. <5mg (1% DV) Sodium 80mg (3% DV), Total Carb. 29g (11% DV), crre K | & : : : : : :
Fiber Og (0% DV), Total Sugars 28g (Incl. 20g Added Sugars, 40% DV), Protein 5g. billion CFU of ; increase cell yield and like maltodextrin or whey encapsulation to increase
Vit. D (8% DV), Calcium (25% DV), Iron (0% DV), Potas. (6% DV). - " - d . . .
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INGREDIENTS: BLACK TEA (WATER, BLACK TEA), SKIM MILK (FAT FREE MILK, f Volume requwement Of
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