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Minco Plc announces positive economic
assessment on Woodstock manganese project

10.07.2014 | CNW

Minco Plc (AIM - "MIO") ("Minco" or the "Company"), is pleased to announce the completion of a positive
Preliminary Economic Assessment on its 100% owned Woodstock electrolytic manganese metal project
located 5 km west of the town of Woodstock and the junction of the Trans Canada and 195 Highways in
west-central New Brunswick.

The Preliminary Economic Assessment ("PEA") indicates a pre-tax Net Present Value ("NPV") of CDN$846
million at a 8% discount rate and a pre-tax Internal Rate of Return ("IRR") of 17.97%, based on a 3,000
tonne per day ("tpd") open pit mining, hydrometallurgical and electrowinning operation, with a pre-production
capital expenditure of CDN$864 million and average annual payable production of approximately 80,000
tonnes of electrolytic manganese metal.

The PEA was completed by Tetra Tech ("Tetra Tech") and Thibault & Associates Inc. ("Thibault") and is
compliant with National Instrument 43-101 ("NI 43-101") based on an updated NI 43-101 compliant mineral
resources estimate prepared by Mercator Geological Services ("Mercator").

The PEA's base case indicates a long project life of 40 years with operating costs anticipated to be the
lowest in the world averaging US$0.64/Ib of electrolytic manganese metal ("EMM") produced over the first 20
years and US$0.68/lb EMM over the life of project.

Approximately 98% of the world's EMM is produced in China with reported average operating costs of
US$0.91/Ib EMM? (with the lowest reported at approximately ~US$0.81/lb EMM?), indicating that the
Woodstock project will have a clear competitive advantage with its projected low operating costs.
Woodstock's low operating costs are attributed in large part to the amenability of the Woodstock Plymouth
deposit to low cost open pit mining methods with low stripping ratios and relatively low industrial electricity
rates in New Brunswick that are sustainable for the duration of the project. Conversely, it is believed that
Chinese and South African EMM producers continue to face steady upward pressure on mining, electricity,
labour and environmental costs and, in the case of China, from mineralization of diminishing grade. As
Chinese and South African production costs increase and marginally profitable capacity continues to be
phased out, it is expected that Woodstock's product will become increasingly competitive in the global EMM
market, strengthening the earning potential of the project and sustainability of EMM production from the
Woodstock deposits in the long term.

John Kearney, Chairman of Minco stated, "We are very pleased to announce excellent preliminary
economic assessment results for our Woodstock manganese project which we believe clearly demonstrates
the potential value of the project to Minco and our shareholders. | am particularly pleased that Woodstock
holds great promise to emerge as potentially the lowest cost EMM producer in the world."

Woodstock PEA Base Case Highlights:
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Project life o 40 year project life
« Years 1-13 production from open pit mining
e Years 14-40 production from stockpiles
Operating o US$0.64/lb EMM average operating costs for Years 1-20
Costs o US$0.68/Ib EMM average operating costs for life of project
EMM e US$1.38/lb EMM calculated based on an average of 50% of the North American
Pricing and 50% of the European three-year trailing averages to March 31, 2014
o US$139.04/t of 62% iron ore fines calculated based upon three-year trailing average to March 31, 2014
IRR o Pre-tax IRR of 17.97% with a 5.56 year payback
o Post-tax IRR of 14.40% with a 6.94 year payback
NPV o CDN$846 million pre-tax NPV (8% discount rate)
o CDN$461 million post-tax NPV (8% discount rate)
Cashflow o CDN$131 million average annual pre-tax cashflow
o CDN$4.416 billion life of project pre-tax cashflow
o CDN$92 million average annual post-tax cashflow
» CDN$2.890 billion life of project post-tax cashflow
Capital « CDN$864 million pre-production capital
Expenditure « CDN$317 million sustaining capital over 40 year life of project
Mill « 3,000 t/d or 1,050,000 tonnes processed per year ("t/a")
Production o Average of 80,104 tonnes of EMM per year over life of project
o Average of 23,214 tonnes of 62% iron ore fines per year over life of project
Grade to Mill « Average of 11.70% manganese ("Mn") in Years 1-20
o Average of 9.86% Mn over life of project
Community e 223 jobs in Years 1-13
Benefit e 110 jobs from Years 14-40
Provincial o CDN$932 million in taxes and royalties to New Brunswick Government over life of project
Benefit

The PEA is based on Inferred Mineral Resources, which are not Mineral Reserves and do not have
demonstrated economic viability. Inferred Mineral Resources are considered too speculative
geologically to have the economic considerations applied to them that would enable them to be
categorized as Mineral Reserves and there is therefore no certainty that the conclusions of the PEA
will be realized.

Base Case Sensitivity:

The sensitivity analysis produced for the base case shows that the earning potential of the Woodstock
project is most sensitive to the total revenue and therefore to commaodity pricing. The sensitivity of the project
to commaodity pricing is primarily influenced by the market price of EMM since the sale of iron ore by-product
represents just over 1% of the total revenue.

The following table highlights the economics of the Woodstock project using spot pricing for EMM as of
March, 2014. The March 2014 EMM spot price was close to the bottom of the three-year pricing trend and
represents a 17% discount to the three-year trailing average price.
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EMM o US$1.15/lb EMM calculated based on an average of 50% of the North American and 50% of
Pricing the European spot prices for March 2014

« US$111.83 per tonne of 62% iron ore fines calculated based upon the spot price for March 2014
IRR o Pre-tax IRR of 12.04% with a 8.30 year payback over 40 year project life

o Post-tax IRR of 9.80% with a 10.20 year payback over 40 year project life
NPV o CDN$320 million pre-tax NPV (8% discount rate)

+ CDN$123 million post-tax NPV (8% discount rate)
Cashflow o CDN$86 million average annual pre-tax cashflow

+ CDN$2.635 billion life of project pre-tax cashflow

« CDN$64 million average annual post-tax cashflow

+ CDN$1.769 billion life of project post-tax cashflow
Provincial o CDN$503 million in taxes and royalties to New Brunswick Government over life of project
Benefit

At the March 2014 spot EMM price of CDN$1.27 /Ib or US$1.15/Ib the project economics remain positive
with an average annual revenue to operating cost ratio of 1.72.

The life-of-project revenue to operating cost ratio is greater than 1.65 even at EMM prices of 80% of the
three year trailing average prices (equivalent to CDN$1.22/Ib or US$1.11/Ib) for the base case, at which price
Woodstock would continue to operate with a positive net revenue while higher cost Chinese and South
African EMM producers would be operating at or below their break-even point.

The ability to sustain profitability with commaodity prices near the theoretical basement price is considered to
be a strong asset to the Woodstock project, owing to Woodstock's low operating costs.

Increasing the total revenue by 20% increases the earning potential of the project considerably. A 20%
increase in the total revenue above the base case value is equivalent to an EMM price of CDN$1.84/Ib
(US$1.66/Ib), which is near the level of EMM prices during most of 2011. Therefore, with an EMM price 20%
higher than the base case the NPV and pre-tax IRR would be in the range of CDN$1.5 billion, and 25%
respectively.

Capital Costs:
The total pre-production capital cost is $863.6 million, including a contingency of $167.4 million, calculated

primarily at 25% of the direct capital costs. The capital cost includes a sulphuric acid plant and a lime kiln for
production of sulphuric acid and lime onsite. The total capital cost organised in accordance with a work
breakdown structure, defined to Level 2, to define the capital costs by direct capital costs, indirect capital
costs, owners costs and contingency, is summarized in the table below:

Capital Description Initial Capital Cost (CDN$)
Mining 15,398,600
Processing! 526,851,097
Tailings Management Facility 5,660,000
Site Infrastructure 57,894,426

Environmental monitoring during construction{750,000

Total Direct Capital 606,554,124
Indirect Capital 83,793,066
Owners Costs 5,844,362
Contingency 167,400,676

Overall Total 863,592,227
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1 The "Processing" capital cost assessment of $526.8 million, which includes the concentrator, hydrometallurgical plant, electrowinning plant and
sulphuric acid plant, is considered to be Class V based on the Association for the Advancement of Cost Engineers (AACE) guidelines, with an
opinion of probable cost accuracy in the range of -10% to +40%, and is comprised of $262.3 million for hydrometallurgical processing equipment,
$166.9 million for hydrometallurgical plant installation, $90.7 million for sulphuric acid plant and $6.9 million for limestone quarry development.

Alternative Case Analysis:

The base case is one of four cases evaluated in the PEA which can be reviewed in detail in the Technical
Report to be filed within 45 days of this news release. The parameters of these alternative cases are as
follows:

Base Case:|3,000 t/d operation, with a sulphuric acid plant, importing sulphur to produce sulphuric acid on site,
producing on average 80,104 t/a EMM, Pricing based on 50/50 average three-year trailing average
of US & European prices to March 31, 2014

Alternate  |1,500 t/d operation, with a sulphuric acid plant, importing sulphur to produce sulphuric acid on site,
case "A": |producing on average 41,062 t/a EMM, pricing based on three-year trailing average of US prices

Alternate  |3,000 t/d operation, without a sulphuric acid plant, importing sulphuric acid, producing on average
case "B": 180,104 t/a EMM, pricing based on 50/50 average three-year trailing average of US & European prices
to March 31, 2014

Alternate  |1,500 t/d operation, without a sulphuric acid plant, importing sulphuric acid, producing on average
case "C": 141,062 t/a EMM, pricing based on three-year trailing average of US prices to March 31, 2014

Updated Mineral Resource Estimate:

Mercator updated the May 6th, 2013 Woodstock Manganese Project mineral resource estimate by assigning
a 3.5% Mn minimum block grade as the updated cut-off grade. The new cut-off grade was selected on the
basis of more detailed economic analysis information generated since the last estimate of May 6t, 2013
which assigned a 5% minimum cut-off grade. The updated resource estimate is shown below and has an
effective date of July 10, 2014.

All resource estimation factors and modelling methods are otherwise as previously disclosed in the
Company's press release dated May 23rd, 2013 and detailed in the supporting resource estimate Technical
Report filed on SEDAR.

Updated Woodstock Manganese Project Mineral Resource Estimate — Effective July 10, 2014

Mn % Cut-off Rounded Tonnes|Mn %|Fe %
Category

3 Inferred 44,790,000 9.84 |14.15
*3.5 Inferred 44,770,000 9.85 |14.15
4 Inferred 44,620,000 9.87 |14.17
4.5 Inferred ]44,390,000 9.90 |14.20
5 Inferred ]43,710,000 9.98 |14.29
6 Inferred ]41,610,000 10.20]14.55
7 Inferred 38,260,000 10.52§14.91
8 Inferred 33,800,000 10.92]15.36
9 Inferred 28,830,000 11.34}15.83
10 Inferred ]22,460,000 11.86]16.42
11 Inferred 15,330,000 12.49(17.12
12 Inferred 19,100,000 13.19]17.93
1.

*Resource statement cut-off grade is based on parameters established by the current PEA and reflects
a reasonable expectation of economic viability based on market conditions and open pit mining methods

Mineral resources that are not mineral reserves do not have demonstrated economic viability.

This estimate of mineral resources may be materially affected by environmental permitting, legal, title,
taxation, sociopolitical, marketing, or other relevant issues.

20.01.2026 Seite 4/10



Rohstoff-Welt.de - Die ganze Welt der Rohstoffe

20.01.2026 Seite 5/10



Rohstoff-Welt.de - Die ganze Welt der Rohstoffe

Open Pit Resources:

For purposes of designing the open pit for the Plymouth deposit at Woodstock, the updated Inferred
Resource of 44.8 million tonnes ("Mt") grading 9.85% Mn (utilizing a 3.5% Mn cut-off) as estimated by
Mercator was utilized.

The Plymouth resource is categorized by two types of mineralization defined respectively as the "red"
mineralization and "grey" mineralization. For both the red and grey mineralization the manganese is
characterized by rhodochrosite, a manganese carbonate mineral that is readily leachable. The key
difference between the red and grey mineralization is determined by the mineralogy of the iron, with the red
mineralization containing iron predominantly in oxide form (comprised of hematite, magnetite, ilmenite),
whilst the iron in the grey mineralization is primarily in carbonate form (comprised of siderite). The difference
in the mineralogy impacts the operating costs when entering the leach circuit with the grey mineralogy being
more readily leachable and therefore consuming more sulphuric acid and therefore costing more to process.
Given this difference, the open pit mine plan is based on calculating Net Smelter Return ("NSR") values per
block for the red and grey mineralization and prioritizing the higher NSR value blocks in the mine plan
scheduling.

From the Mercator Inferred Resource, Tetra Tech calculated the following in-pit resources for 3,000 t/d (base
case) and 1,500 t/d scenarios:

Mineralized Mineral [Mn Mill Mineral |Mn Stripping
Rock Resource|Cut-off Grade|Resource|Grade|Ratio
Types Category (%) ('000t) J(%) |tt)
Mill Red Mineralization JInferred |3.51 24,666 ]9.51
Throughput|Grey Mineralization{inferred ]4.36 16,743 ]10.51 |-
3,000 t/d Total Inferred |- 41,409 9.92 |1.34
Mill Red Mineralization |Inferred ]4.03 20,788 ]9.76
Throughput|Grey Mineralization{inferred ]4.93 11,224 |10.77 |-
1,500 t/d Total Inferred |- 32,012 ]10.12 |0.78

Open Pit Mine Plan:

Open pit mine plans were designed for both the 3,000 t/d and 1,500 t/d scenarios whereby the optimum
economic results are achieved by completing the open pit mining operations in the first 13 years out of a total
project life of 40 years for the 3,000 t/d scenario and the first 20 years out of a total project life of 61 years for
the 1,500 t/d scenario. During the open pit operation, high grade mineralised material will be directly
delivered to the processing plant and the remainder will be stockpiled for processing at a later date. After the
open pit mining operations are completed the mill will draw down material from stockpiles via a conveyor
system for the remaining 27 years and 41 years of each of the 3,000 t/d and 1,500 t/d scenarios respectively.

In the case of the 3,000 t/d scenario the key parameters of the open pit mine plan are that it will provide mill
feed at a rate of 3,000 t/d (1.05 Mt/a). A total of 96.96 Mt of material will be mined at an average strip ratio of
1.34 over a 13-year life of open pit. The total material to be moved includes 41.41 Mt of Inferred Mineral
Resources with an average manganese grade 9.92%, 51.61 Mt of waste rock and 3.94 Mt overburden. The
total mining start-up capital is estimated to be CDN$15.4 million and the unit operating cost over the life of
open pit is estimated to be CDN$2.75/t mined.

In the case of the 1,500 t/d scenario the key parameters of the open pit mine plan are that it will provide mill
feed at a rate of 1,500 t/d (0.525 million tonnes per year ("Mt/a"). A total of 57.1 Mt of material will be mined
at an average strip ratio of 0.78 over a 20-year life of open pit. The total material to be moved will include
32.01 Mt of Inferred Mineral Resources with an average manganese grade of 10.12%, 22.43 Mt of waste
rock, and 2.66 Mt of overburden. The total mining start-up capital is estimated at CDN$9.7 million and the
unit operating cost over the life of open pit is estimated at CDN$4.11/t mined.

Metallurgy & Processing:
An extensive bench scale metallurgical test program completed by Thibault over the last three years (July
2011 to present) has defined a technically viable hydrometallurgical process technology for the production of
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commercial grade EMM containing between 99.70% to 99.76% Mn. The process development program was
focused on the assessment of competitive processing methods with measures to minimize the environmental
impact based on commercially proven processing technologies.

The fully integrated process for pre-concentration of the mill feed, hydrometallurgical processing of the
concentrate and treatment of the waste streams includes: magnetic separation, leaching of concentrate,
purification of leach solutions, electrowinning of manganese metal, iron precipitate and solid waste
stabilization and wastewater treatment.

Manganese sulphate

The process technology defined for processing of the mill feed is based on the technology to achieve an
ultra-pure solution of manganese sulfate. Manganese occurs in the Plymouth mineral resource
predominately as a manganese carbonate (Rhodochrosite) as a reduced form of manganese (Mn with an
oxidation state of Il) and provides a competitive edge for EMM production relative to high grade manganese
oxide feed material (Mn with an oxidation state of Ill or IV). Many manganese resources around the world
are of the oxide type and are not readily soluble in acid, thus requiring high cost roasting, reduction and
environmental processing technologies to reduce manganese and form manganese sulphate in solution as is
required for EMM production. The Plymouth deposit material is readily soluble in sulphuric acid forming a
solution containing manganese sulphate with a minimal amount of heavy metal impurities.

Iron is also present in the Plymouth deposit as both iron oxides (hematite, magnetite and ilmenite) and as an
iron carbonate (siderite). In addition to silicates, other gangue (waste) mineralization such as dolomite and
apatite are defined as acid consumers.

Pre-concentration process

The development of pre-concentration process technologies has focused on the ability to selectively remove
a portion of the acid consuming minerals prior to hydrometallurgical operations to reduce the demand for
sulphuric acid. Low intensity magnetic separation (LIMS) to remove magnetic iron followed by high gradient
magnetic separation (HGMS) has been identified as the best available technology for pre-concentration of
the mill feed with an overall mass rejection of 34% of the mill feed to achieve a concentrate containing
15.65% Mn at 85.7% recovery (results based on bench scale testing completed to date).

The rejection of acid consuming metals such as iron, aluminum and magnesium (which are present in the
deposit as carbonate or silicates minerals) and the co-production of magnetic iron concentrate at 62.0% Fe
have improved on the economic viability of the proposed hydrometallurgical process.

Hydrometallurgical recovery of concentrate

The hydrometallurgical bench scale test program has identified reagent consumption rates, electrical power
consumption rates and the operating parameters for each unit operation based on extensive testing to
optimize manganese recovery and purity of the advance electrolyte solution relative to target market
specifications for EMM. The operating parameters were used to simulate the hydrometallurgical flowsheet
and produce a high purity manganese sulphate electrolyte for extensive bench scale electrowinning tests
(using a 1.2 liter electrowinning cell — a prototype to a commercial EMM production cell). Based on
quantifying the optimum economic parameters relative to acid consumption, the hydrometallurgical process
was operated at reduced acid demand to achieve a 90.0% recovery of manganese (up to 99% of the
manganese can be leached using aggressive sulphuric acid leach conditions).

The unique features of the hydrometallurgical process technology include:

« sulphuric acid leaching of the high gradient magnetic separation concentrate is controlled at certain
temperature in the range of 60 to 80 degrees Celsius to optimize on acid consumption;
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o dual-stage precipitation of iron to form an environmentally stable iron complex for conventional solids
disposal, using a combination of pulverized limestone and on-site production of calcined lime for each
stage. Iron residues and tailings produced by the process are defined as non-acid generating and are
in general compliance with environmental guidelines for leachate quality;

« the removal of trace heavy metals from the leach solution as an environmentally stable metal sulphide
followed by the removal of solution phase sulphides by activated carbon absorption prior to
electrowinning;

o electrolysis of the high purity manganese sulphate solution to produce EMM using commercially proven
electrowinning — membrane cell technology without the addition of toxic heavy metals such as selenium
to optimize on the electrowinning efficiency;

o heat recovery (for leaching and iron precipitation unit operations) and co-generation of electricity from
the acid plant operations;

¢ use of compressed natural gas for boiler steam production, and;

o the use of tailor-designed wastewater systems to eliminate residual ammonium sulphate (used as a
buffering agent in electrowinning) and trace heavy metals in compliance with final effluent
environmental guidelines.

The overall recovery of manganese based on the optimum economic parameters for the hydrometallurgical
process was defined as 77.1% for the PEA, based on the recovery of manganese in both the magnetic
separation and hydrometallurgical circuits.

Electrowinning

With various tests to optimize the electrowinning cell performance relative to current efficiency and metal
quality, the electrowinning tests consistently produced EMM with a metallic manganese content (based on
trace metal analysis) of greater than 99.99% and a total manganese content (base on trace metals and
non-metallic trace elements such as oxygen, nitrogen and hydrogen) ranging from 99.70% to 99.76% Mn.
The resultant manganese metal complies with end-user EMM product specifications for steel production.

Although, the metallurgical development programs for Woodstock have focused on the production of high
grade EMM, the intermediate production of purified manganese sulphate solution may be regarded as an
interim step enabling the add-on production of manganese chemicals, manganese catalyst, battery grade
manganese dioxide and high purity metal for electronics.

Technical Report:

The full PEA technical report, including details of the updated mineral resource estimate, will be filed under
the Company's profile on SEDAR at www.sedar.com within 45 days. The technical report was prepared by
Tetra Tech in compliance with NI 43-101 with specific focus on mine design, infrastructure (including TSF)

and environmental parameters. The geological resource sections were completed by Mercator Geological

Services. The metallurgy and process design sections were completed by Thibault and Associates Inc.

Qualified Persons:

The following Tetra Tech personnel, Qualified Persons as defined by National Instrument 43-101 and are
responsible for parts of the PEA as shown:

Mike McLaughlin, P.Eng., -- Project Manager, - overall capital and operating cost estimation;

Wenchang Ni, P.Eng. — mining; Dharshan Kesavanathan, P.Eng. — infrastructure; and Laszlo Bodi, P.Eng. —
tailings management facility.

Stephanie Goodine, P.Eng., Process Chemical Engineer of Thibault & Associates Inc. — Applied Process
Chemical Engineering, located in Fredericton, New Brunswick, is a Qualified Person as defined by National
Instrument 43-101 and is responsible for the metallurgical bench scale process development test program,
process flowsheet design information, opinion of probable capital and operating costs associated with the
process, and overall economic analysis of the Project.

Michael Cullen, M. Sc., P. Geo. (NB), Chief Geologist at Mercator Geological Services Limited, an
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independent third party and a Qualified Person as defined by National Instrument 43-101 is responsible for
the updated resource estimate.

References:

1 China EMM Industry Chain Report 2013-2014" by Shanghai Metals Market, Dec 2013

Forward Looking Information:

This news release contains or refers to "forward looking information” within the meaning of applicable
Canadian securities legislation. All statements in this release, other than statements of historical fact, which
address activities, events or developments that the Company believes, expects or anticipates will or may

occur in the future, are forward looking information. Wherever possible, words such as "plans", "expects" or

"does not expect", "budget"”, "scheduled", "estimates", "forecasts", "anticipates"” or "does not anticipate", "
believes”, "intends" and similar expressions or statements that certain actions, events or results "may", "

could", " "would", "might" or "will* be taken, occur or be achieved, have been used to identify forward looking
information.

In particular, all statements in this news release that address estimated resource quantities, grades and
contained metals, possible future mining, and exploration and development activities are forward looking
statements. By its very nature, a Preliminary Economic Assessment is preliminary. The PEA includes
Inferred Mineral Resources that are considered too speculative geologically to have the economic
considerations applied to them that would enable them to be categorized as Mineral Reserves, and there is
no certainty that the findings of the PEA will be realized.

Tetra Tech's and Thibault's assumptions, estimates, expectations, analysis and opinions used in the PEA are
based on the information available to Minco, Tetra Tech and Thibault as of the date of this news release.
Tetra Tech's and Thibault's assumptions and estimates are based on experience and perceptions of trends,
current conditions and expected development as well as other factors that Tetra Tech and Thibault believe
are relevant and reasonable in the circumstances, but which may prove to be incorrect. In particular,
assumptions have been made regarding a number of variables that impact the Woodstock project and
include, among other things, market prices for metals, exchange rates, inferred resource tonnages & grades,
stripping ratios, processing techniques and recoveries, through-put rates, transportation charges, tailings
disposal, waste rock disposal, site reclamation, equipment salvage, operating costs (including mining,
processing & general administrative costs), capital costs and assumptions that all the necessary regulatory
(including environmental) permits will be issued in respect of the project. Readers are cautioned that the
foregoing list is not exhaustive of all factors, variables and assumptions which may have been used.

Minco is subject to the specific risks inherent in the mining business as well as general economic and
business conditions. Minco's actual results, programs and financial position could differ materially from
those anticipated in such forward looking statements as a result of a number of factors, many of which are
beyond the Company's control. These factors include, but are not necessarily limited to, results of the
exploration activities and development of mineral properties, the interpretation of drilling results and other
geological data, the uncertainties of resource estimations, receipt and security of mineral property titles,
receipt of licenses required to conduct mining activities, country risks, project cost overruns or unanticipated
costs and expenses, the availability of funds, fluctuations in metal prices, currency fluctuations, and general
market and industry conditions.

Although the Company believes the expectations expressed in the PEA and other forward looking
statements are based on reasonable assumptions, there is no assurance that forward looking information will
prove to be accurate, as actual results and future events could differ materially from those anticipated in such
information. Accordingly, such statements should not be in any way construed as guarantees of future
performance as actual results or developments may differ materially from those forward looking statements
and readers should not place undue reliance on this information.

Minco does not undertake to update any forward looking information, except as, and to the extent required
by, applicable securities laws.

About Minco Plc.
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Minco Plc is registered in the Republic of Ireland and listed on the AIM Alternative Investment Market of the
London Stock Exchange ("MIO"). In addition to evaluating the Woodstock manganese project in New
Brunswick, Canada held by its wholly owned subsidiary Canadian Manganese Co. Minco is also focused on
exploration and development of zinc-lead projects in Canada the United Kingdom and Ireland.

Minco also has interests in zinc-silver projects in Mexico through its holding of 30 million shares
(approximately 26%) in Xtierra Inc. listed on the TSX Venture Exchange (TSX.V-"XAG").

Minco also holds a 2% NSR royalty on the Curraghinalt gold property in Northern Ireland which is being
explored by Dalradian Resources Inc. (TSX-"DNA").

SOURCE Minco Plc

Contact

For further information refer to Minco&apos;s website at www.mincoplc.com or contact: Warren MacLeod:
Director, President Canadian Manganese Co., +1 709 725 0555; John Kearney: Chairman and Chief
Executive, +1 416 362 6686; Danesh Varma: CFO & Company Secretary, +44 (0) 8452 606 034; Peter
McParland: Director, +353 (0) 46 907 3709; John Frain/Fergal Meegan: (NOMAD) Davy, +353 (0)1 6796363;
Chris Rourke/ Saif Janjua: Beaufort Securities, +44 (0) 20 7382 8415
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