Image 4: ECOCURE SL meets the highest requirements to deliver superior quality of appearance and
dimensional accuracy.

Fig. 1

MOULD AND CORE MAKING

Fig. 4

Fig. 2
Fig. 5
Fig. 3

Fig. 7

Image 3: As part of the leak test, the cast parts are tested for possible gas defects and porosities caused by
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Image 5: John Huskes, Senior Production Engineer at MGG, is delighted about the excellent quality of t
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