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KOMILIEKCHUM BAHK EK3AMEHAIIMHAX %&IAHIB JJI MIACYMKOBOI'O
KOHTPOJIIO

HaBuaabHa aucnumiina: [HozemHa MoBa 3a npodeciiiHuMm cnpsmyBadHsM. CrneniajbHicTh: 131
«[Ipuxnagna mexanika». OcBiTHBO-npodeciiina nporpama: «Komm'torepr3oBaHi MamMHOOYIiBHI
BHPOOHUIITBA Ta IPHUKJIAHA MeXaHiKa». MakcuMaJbHA KUIbKicTh 0aJ1iB 3a ex3ameH: 30 Oais.
BCTYVYII. APXITEKTYPA EK3AMEHY TA TPU PIBHI CKUIAJTHOCTI

[TincyMKOBHMIA €K3aMEH € KyJIbMiHAIII€10 IHTEHCUBHOTO OJJHOCEMECTPOBOTO KypCy 1 CIIpSMOBaHUI Ha
KOMIUICKCHY ITePEBIPKY IHIIIOMOBHOT KOMIIETCHTHOCTI MalOYTHROTO iHXKCHEpa-MeXaHika Ha piBHiI Bl
(Threshold Level). BignosimHo no cunabycy, ek3aMeHalliWHUN OUIET CKIAJaeTbecs 3 TPbOX
PIBHOIIHHUX OJIOKIB, KOKEH 3 SIKUX OIIIHIOETHhCSI MakcuMyM y 10 GaiiB (cymapuo 30 6ami).

Jliia 3a0e3neyeHHs 00'eKTUBHOCTI, nudepeHIianii 3100yBayiB Ta peaizallii iHKII3UBHOTO MiIX0Y,
eK3aMeHalliifHi MaTepiaii y IboMy OaHKY po3/iieH] Ha 3 piBHI CKJIAIHOCTI:

1. PiBens 1 (ba3oBuii / Reproductive): Bignogigae orinmi «3a10BiibHO» (5-6 OaumiB 3a 0JIOK).
@okycyerbcss Ha 0a30Biii  TepMiHONOTIT (IHCTPYMEHTH, BIJIACTHBOCTI MaTepialliB), MPOCTHUX
rpaMaTHYHHUX Yacax Ta 3/JaTHOCTI MIATPUMYBATH ejeMeHTapHuil mianor. Ilepeknang moxe OyTu
JOCITIBHUM (KaJIbKYBaHHSIM).

2. Pisenb 2 (Cepenniii / Analytical): Binnmosigae ominmi «/lo6pe» (7-8 6GainiB 3a 010K).
Bumarae rimOoKoro po3yMiHHS KiHEMAaTHKH, MEXaHI4HOi OOpOOKH, BIIEBHEHOTO BUKOPHCTAHHS
Passive Voice Ta 31aTHOCTI JIOT1YHO apryMEHTYBAaTH TEXHIUHI PillIeHHS aHTJIiIChKOI0 MOBOIO.

3. PiBenb 3 (Bucokmuii / Advanced): Bignosinae ominmi «Biaminno» (9-10 6aniB 3a 6110K).
Bumarae excriepTHOro BoJoliHHA cuHTakcucoM nedekraiii (Blame-Free Reporting), nekoayBanus
cnenudikaniii TepmiuHoi 00poOkH Ta 3BiTIB Ipo aBapii (Crash Reports). MoBneHHs € BiibHUM, 0€3
1ay3 Ta pyCHU3MiB.

Baxausa ymosa (Fail Condition): fkuio 3100yBau Habupae menmie 18 GaniB y cymi 3a BCl Tpu
MUTaHHS, €K3aMEH BBAXKAETHCS HECKIIAJICHHM.

BJIOK 1: AHAJIITHYHWM TEXHIYHUM NEPEKJIAJL (10 BAJIIB)

3aBaaHHA: 3M1HCHUTH MUCHbMOBUI TIEPEKIIa]] aBTEHTUYHOTO TEXHIYHOTO TEKCTY 3 aHTJI1IChKOT MOBU
Ha YKpaiHChKY, 30€piratoui TOYHICTh 1HKEHEPHOT TEPMIHOJIOT] Ta CTHIIICTUKY HAYKOBO-TEXHIYHOTO
IUCKypey. 3a00pOHA€ETHCSI BUKOPUCTAHHSI €JIEKTPOHHUX MepeKyIaiayiB.

PIBEHb 1 (BA3OBHI) — 5-6 6anis

Temamuka: Bracmusocmi mamepianie, pyunuil incmpymenm, 6azoea oxopona npayi (HSE).

Texer 1.1: Ferrous and Non-Ferrous Metals

Engineering materials are divided into two main categories: ferrous and non-ferrous metals. Ferrous
metals, such as carbon steel and cast iron, contain iron. They are usually magnetic and very strong,
but they are vulnerable to rust and corrosion if they are not coated. Non-ferrous metals, such as
aluminum, copper, and titanium, do not contain iron. Aluminum is lightweight and resistant to
corrosion, making it perfect for aerospace applications. Copper is extremely malleable and is widely
used for electrical wiring.

Texcer 1.2: Basic Properties of Steel

To select the right material for a machine part, a mechanical engineer must understand physical
properties. Tensile strength is the maximum pulling force a material can withstand before breaking.
Hardness is the ability to resist scratching and indentation. However, if a metal is too hard, it becomes
brittle. Brittleness means the metal will shatter like glass when dropped. Toughness is the opposite of
brittleness; it allows the metal to absorb sudden impacts without cracking.

Texcr 1.3: Personal Protective Equipment (PPE) in the Workshop



Health and safety are the top priorities in any manufacturing facility. Before entering the machine
shop, all operators must wear correct Personal Protective Equipment (PPE). Safety goggles must be
worn at all times to protect eyes from flying metal chips. Ear protection is mandatory near loud CNC
machines to prevent hearing damage. Steel-toe boots are required to protect feet from heavy dropped
objects. Loose clothing, jewelry, and long hair are strictly prohibited near rotating spindles.

Texkcr 1.4: Hand Tools and Fasteners

Mechanics use a variety of hand tools to assemble parts. A torque wrench is used to tighten bolts to
a specific tension. Pliers are used for gripping small parts, while a hacksaw is used to cut metal pipes.
To connect two plates permanently, engineers use rivets or welding. For connections that need to be
disassembled later, mechanical fasteners like nuts, bolts, and screws are applied. Washers are placed
under the nut to distribute the mechanical load evenly.

Tekcr 1.5: The Simple Lathe Machine

The engine lathe is one of the oldest machine tools. It operates on the principle of turning. The metal
workpiece is clamped inside a heavy chuck. An electric motor spins the chuck at high speed. The
cutting tool is stationary. It moves slowly along the X and Z axes to remove material. The lathe is
primarily used to create cylindrical parts, such as shafts, pins, and threaded rods.

PIBEHb 2 (CEPEJIHIIA) — 7-8 6axiB

Temamuxa.: Kinemamuxka, 3y6l¢acmi nepedaqi, npoyecu YIIK, nazepne pizanus, cucmemu CAD.
Teker 2.1: Gear Trains and Transmission Systems

In mechanical engineering, a gear train is a mechanical system formed by mounting gears on a frame
so the teeth of the gears engage. When the driver gear is smaller than the driven gear, the transmission
system reduces the rotational speed (RPM) but proportionally amplifies the output torque. This is
called a reduction drive. A planetary gear system consists of a central sun gear, multiple planet gears,
and an outer ring gear. Planetary gears are highly compact and can handle massive torque loads,
making them ideal for robotic joints and automotive transmissions.

Texcr 2.2: CNC Milling Operations

Computer Numerical Control (CNC) milling is a subtractive manufacturing process. Unlike a lathe,
in a milling machine, the workpiece remains stationary on the machine table, while the multi-flute
cutting tool rotates in the spindle. The primary operations include face milling and peripheral milling.
During roughing operations, the objective is to remove maximum material quickly using a large depth
of cut and a high feed rate. The final dimensions are achieved during the finishing pass, which uses a
high spindle speed and a low feed rate to ensure a smooth surface finish.

Tekcr 2.3: Tolerances and Fits

In mass production, it is physically impossible to manufacture a machine part to an absolute, perfect
dimension. Therefore, engineers use tolerances. A tolerance is the allowable variation in a physical
dimension. For example, if a shaft has a diameter of 50.00 mm with a tolerance of $\pm$ 0.05 mm,
the part is acceptable if it measures anywhere between 49.95 mm and 50.05 mm. When this shaft is
inserted into a bearing, the relationship between them is called a fit. An interference fit requires force
or thermal expansion to press the parts together permanently.

Texcr 2.4: Thermal Cutting: Laser and Plasma

Traditional machining uses mechanical force to shear metal. Thermal cutting processes use intense
heat to melt the material. Laser cutting focuses a high-power beam of light through a lens to melt a
highly precise line (kerf) through sheet metal. It leaves an excellent edge quality. Plasma cutting, on
the other hand, uses an electric arc to ionize compressed gas, turning it into plasma. Plasma can cut
much thicker steel plates than a laser, but it leaves solidified slag (dross) on the bottom edge that must
be removed manually with a grinder.

Texer 2.5: The Concept of the Digital Twin (CAD/CAM)

Modern manufacturing begins in the virtual space. Engineers use Computer-Aided Design (CAD)
software to create a 3D solid model of the desired part. This model acts as a "Digital Twin". Features
such as extrusions, fillets, and chamfers are applied to the sketch. Once the geometry is finalized, the
file is imported into Computer-Aided Manufacturing (CAM) software. The CAM programmer selects
the cutting tools and generates the toolpaths. Finally, a post-processor translates these visual toolpaths
into alphanumeric G-code that the machine's control unit can execute.

PIBEHD 3 (BUCOKHM) — 9-10 6anis



Temamuxa: Memanypeis (mepmiuna o06pobka), 36imu npo asapii YIIK, Oegpexmayis, onip
mamepiainis.

Texcr 3.1: Heat Treatment Specification for Forged Steel

The mechanical properties of carbon steel can be drastically altered through heat treatment. After the
closed-die forging process, the AlISI 4340 billet must undergo an annealing cycle to relieve internal
residual stresses. The steel is heated to its austenitizing temperature of 850°C and allowed to cool
very slowly in the furnace. Following rough machining, the component is subjected to quenching. It
is heated red-hot and rapidly submerged in agitated polymer oil. This violent thermal shock
transforms the crystalline lattice into martensite, resulting in extreme hardness (up to 60 HRC).
However, the as-quenched steel is incredibly brittle. To restore toughness, a mandatory tempering
cycle is performed at 500°C for two hours.

Tekcr 3.2: Severe CNC Spindle Crash Investigation Report

Incident Description: At 14:30 on Thursday, a catastrophic collision occurred on the 5-axis vertical
machining center. The operator initiated a rapid traverse command (G00) to move the 20mm carbide
end mill to the starting coordinate. However, post-incident analysis revealed an incorrect Z-axis Work
Coordinate System (WCS) offset had been inputted into the Machine Control Unit (MCU). The
machine attempted to plunge rapidly into the solid steel workpiece. The end mill experienced extreme
shear forces and fractured instantaneously. The spindle collided with the workholding vise, triggering
an axis servo overload alarm. Severe scoring was observed on the spindle taper.

Texer 3.3: Solidification Defects in Cast Components

Sand casting is a versatile formative process, but it is highly susceptible to thermodynamic defects.
When molten iron is poured through the sprue into the mold cavity, it begins to solidify and shrink.
If the feed of liquid metal is insufficient, solidification shrinkage occurs, resulting in massive internal
cavities. Furthermore, if the sand mold lacks proper permeability, trapped gases cannot escape. This
results in severe internal porosity (gas bubbles trapped within the crystalline matrix). These defects
act as stress concentrators. When subjected to dynamic loads, micro-cracks will propagate from these
pores, leading to catastrophic fatigue failure.

Texcer 3.4: Stress, Strain, and the Yield Point

During finite element analysis (FEA), the mechanical engineer tests the digital twin against simulated
forces. When a tensile load is applied to a steel tie rod, the material stretches. The internal resisting
force is called stress, and the physical deformation is called strain. In the elastic region of the stress-
strain curve, if the load is removed, the rod will return to its original length. However, if the stress
exceeds the material's Yield Point, the steel suffers plastic deformation. The damage becomes
permanent. If the load continues to increase past the Ultimate Tensile Strength (UTS), the cross-
section of the rod will decrease (necking) until terminal fracture occurs.

Tekct 3.5: Troubleshooting a Hydraulic Power Transmission Failure

Maintenance Log Entry: The hydraulic press experienced a sudden loss of compressive force during
the stamping cycle. A visual inspection of the hydraulic circuit revealed a severe rupture in the high-
pressure flexible hose near the directional control valve. Diagnostic fluid analysis indicated
significant particulate contamination within the hydraulic reservoir. It is hypothesized that abrasive
metal shavings bypassed the primary filtration unit, causing severe scoring on the internal walls of
the hydraulic cylinder and degrading the piston seals. Preventative measures mandate the immediate
replacement of all seals and a complete flush of the hydraulic fluid prior to system reboot.

BJIOK 2: IEKCUKO-TPAMATHUYHE 3ABJIAHHS (10 BAJIIB)

3aBaannsa: Buxonatu rpamaTuuHi TpaHcopMalii peueHb BIJIMNOBIAHO JO BHUMOI HayKOBO-
TEeXHIYHOTO auckypcy. Lleit O6mok mepeBipse 30aTHICTH ONEpyBaTH CHEHU(IYHOI TI'paMaTUKOIO
(Passive Voice, Conditionals, Modals) a1 TouHOro Ta 00'€KTHBHOIO ONMUCY 1H)KEHEPHUX MPOLIECIB.

PIBEHD 1 (FA3OBUM) — 5-6 6ais

3asoanns 2.1. [lepemsopimov peuenns 3 axkmugnoz2o cmany (Active Voice) y nacusnuii cman (Passive
Voice) y uaci Present Simple. @okyc yeaeu mae 6ymu Ha oemaii.

1. Active: The operator measures the steel shaft with a micrometer.

Passive: The steel shaft

(Key: is measured with a micrometer by the operator).

2. Active: The CNC machine cuts the aluminum block.




Passive: The aluminum block

(Key: is cut by the CNC machine).

3. Active: The mechanic tightens the bolts to 50 Nm.
Passive: The bolts

(Key: are tightened to 50 Nm).

4. Active: The cooling pump circulates the fluid.
Passive: The fluid

(Key: is circulated by the cooling pump).

5. Active: The factory produces 500 gears every day.
Passive: 500 gears
(Key: are produced every day).

3asoannsa 2.2. Ilobyoyiime ymoeui peuwenus nepwoco muny (Conditional 1: Real future) ons

IHCIMPYKMAdIC).

6. If the temperature (to rise) above 100 degrees, the alarm (to sound)

(Key: rises / will sound).

7. If you (not / wear) safety goggles, the metal chips (to blind) you.

(Key: do not wear / will blind).

PIBEHD 2 (CEPEJIHII) — 7-8 6axis

3aeoanns 2.3. Cummaxcuuni mpaucgopmayii 3 mooanvuumu Oiecrosamu (Modal Passives).
Ilepemsopime incmpykyii Ha 06'ekmueni npasuna (must be done, should be checked).

1. Active: You must lubricate the spindle bearings every 40 hours.

Passive: The spindle bearings
(Key: must be lubricated every 40 hours).

2. Active: The engineer should inspect the cutting tool for wear.
Passive: The cutting tool
(Key: should be inspected for wear).

3. Active: You cannot quench this specific steel alloy in water.
Passive: This specific steel alloy
(Key: cannot be quenched in water).

4. Active: The operator has to clean the chips from the machine table.
Passive: The chips
(Key: have to be cleaned from the machine table).

5. Active: You must not open the safety doors during the machining cycle.
Passive: The safety doors
(Key: must not be opened during the machining cycle).

3asoanns 2.4. Ilooyoyiime ymosni peuenns opyeoeo muny (Conditional 2: Hypothetical) ona
diaenocmuku Hecnpasnocmell (Troubleshooting).

6. If the cutting speed (to be) too high, the tool (to burn) instantly.

(Key: were / would burn).

7. The machine (not / vibrate) so much if the workpiece (to be) clamped
correctly.

(Key: would not vibrate / were).

PIBEHb 3 (BUCOKHI) — 9-10 6axis

3asoanns 2.5. Blame-Free Syntax (Cunmaxkcuc oeghexmayii). Ilepemeopime emoyitini, Heghopmanvhi
NOSICHEeHHsI onepamopa Ha cyeopi, 00'ekmusni mexniuni 36imu (Telegraphic Style) y munynomy uaci
(Past Simple Passive). Bunyuims 3atimennuxu "l", "He", "They".

1. Operator: "I forgot to turn on the coolant, so I burned the drill bit.”

Technical Report: The coolant pump , resulting in severe
thermal damage to the drill bit.

(Key: was not activated / was not engaged).

2. Operator: "I typed the wrong G-code, and the machine crashed into the vise."

Technical Report: An incorrect G-code command , Which
caused a severe collision with the vise.

(Key: was inputted / was executed).




3. Operator: "They heated the steel too much in the oven, and it bent like a banana."”
Technical Report: The steel to excessive temperatures,
resulting in severe thermal distortion.

(Key: was subjected / was heated).

4. Operator: "I didn't tighten the chuck enough, so the part flew out.”

Technical Report: Insufficient clamping force , resulting
in part ejection.

(Key: was applied / was utilized).

5. Operator: "The foundry poured the metal too fast, leaving big holes inside."

Technical Report: The molten metal too rapidly, causing
internal porosity.

(Key: was poured / was cast).

3asoanns 2.6. Ilobyoyiime ymosni peuennss mpemwvozco muny (Conditional 3: Past analysis) ons
poscrioysanus asapiil (Crash Investigation).

6. If the programmer (to verify) the toolpath in the CAM simulator, the crash (not / to
happen)

(Key: had verified /would not have happened).

7. The gears (not / to shatter) if the foundry (to perform) the tempering cycle.

(Key: would not have shattered / had performed).

BJIOK 3: YCHE KOMYHIKATHUBHE 3ABJIAHHS / ROLE-PLAY (10 BAJIIB)

3apaanus: [IpoBecTn aHTIIOMOBHHMIA Jiajior 3 €K3aMEHATOPOM, MOJIEIIOI0YUN pealbHy mpodeciiiny
cutyaito Ha BupoOHuuTBi (Troubleshooting, HSE Briefing, Job Interview). OmiHIO€THCS IIBUAKICTH
peakilii, TOYHICTh TEPMIHOJIOTII Ta MPaBUIbHICTH BUMOBH. 3rijiHO 3 nmpuHIUnaMu Trauma-Informed
Approach, ciiyxau Mae mpaBo BiIMOBUTHUCS B/l YCHOI BIJIIIOB1/I1 Ta BUKOHATH €KBIBaJICHTHE TMCHMOBE
3aBIaHHS.

PIBEHbD 1 (FA3OBUI) — 5-6 6auiB

Cyenapii opienmosani Ha po3nizHasanus 6A308ux 00'c€Kmie ma IHCMPYKMAadic.

Keiic 1.1: The Tool Room (IncTpymenTanbHa)

. Prompt for Student: You are working in the factory tool room. A foreign engineer asks you
for specific tools. Tell them what the tool does.

. Examiner says: "l need a tool to cut this steel pipe in half."

Student answers: "You need a hacksaw. It is used for cutting metal."

. Examiner says: "I need to tighten this M10 bolt to an exact tension."

Student answers: "You must use a torque wrench."

. Examiner says: "I need to check the exact diameter of this shaft down to 0.01 mm."

Student answers: "You need a micrometer or a digital caliper."
Keiic 1.2: Basic HSE Briefing (Oxopona npai)

. Prompt for Student: You are a safety inspector. A new employee is entering the CNC
machine shop. Tell them three strict safety rules using modal verbs (must, must not).

. Student Expected Response:

1. "You must wear safety goggles at all times to protect your eyes."

2. "You must wear ear protection because the machines are very loud."

3. "You must not wear loose clothing or rings near the spinning chuck."”

PIBEHD 2 (CEPEJIHIIN) — 7-8 6anis

Cyenapii 6umazaiomev NO’ACHEHHs KIHEMAMUKU, ONUCY NPOYecié MexauiyHoi oopobku ma 6a3060i
cnigbeciou.

Keiic 2.1: The Job Interview (CniB6ecina na nocaxy CNC Operator)

. Prompt for Student: You are applying for a job as a CNC Milling Operator in an
international company. Answer the HR Manager's technical questions.

. Examiner (HR) says: "Welcome. Can you explain the difference between a CNC Lathe and
a CNC Mill?"

Student Expected Response: "Yes. Ina CNC Lathe, the workpiece rotates in a chuck, and the cutting
tool is stationary. It is used for round parts. In a CNC Mill, the workpiece is clamped stationary on
the table, and the tool rotates in the spindle. It is used for flat or complex 3D parts."



. Examiner says: "What is the difference between GO0 and GO1 in G-code?"

Student Expected Response: "G00 is a rapid traverse. The tool moves at maximum speed without
cutting. GO1 is linear interpolation. The tool moves at a controlled feed rate to cut the metal."”

Keiic 2.2: Explaining a Gear System

. Prompt for Student: You are showing a conveyor belt mechanism to an auditor. Explain
how the gear train works.
. Examiner says: "The electric motor spins at 1500 RPM, but the conveyor belt moves very

slowly. How is this possible?"

Student Expected Response: "We use a reduction gear train. The driver gear on the motor has 10
teeth, and the driven gear has 50 teeth. The gear ratio is 5 to 1. This reduces the RPM, but it increases
the output torque, giving the conveyor more power to move heavy loads."

PIBEHbD 3 (BUCOKHM) — 9-10 6axis

Cyenapii 8ucoxkoco piens cmpecy: SUpPIULeHHs KOHGIIKMIB, 3aXUCH IHICEHEPHUX PilleHb, CKIAOHUL
Troubleshooting.

Keiic 3.1: Defending the Material Choice (Bu0ip merasy)

. Prompt for Student: You are the Chief Mechanical Engineer. The purchasing manager wants
to buy cheaper cast iron instead of forged steel for an engine crankshaft to save money. Argue against
this decision scientifically.

. Examiner (Purchasing Manager) says: "Forged steel is too expensive! Let's just use sand-
cast iron for the crankshafts. It's the same shape, right?"

Student Expected Response: "No, that is a catastrophic idea. Casting leaves internal porosity and
gas bubbles. Cast iron is extremely brittle under dynamic loads. A crankshaft requires high impact
toughness. Forging applies massive compressive force, which aligns the grain flow of the steel with
the shape of the part. If we use cast iron, the crankshaft will suffer fatigue failure and snap in half."”
Keiic 3.2: Advanced Troubleshooting ([liarnocTuxka mojomkn)

. Prompt for Student: You are called to a broken CNC machine. The spindle has stopped, and
there is smoke. Diagnose the problem using conditionals and passive voice.
. Examiner says: "The machine is ruined! The end mill snapped, the spindle is smoking, and

the part has a massive burn mark. What happened?"

Student Expected Response: "Let me analyze the symptoms. Severe thermal damage is observed
on the workpiece. If the coolant pump had been working properly, the tool would not have overheated.
It appears there is a blockage in the coolant line. Because the tool overheated, it lost its hardness,
leading to catastrophic tool fracture. The smoke is coming from the spindle bearings, which were
subjected to extreme shear forces during the crash. We must replace the tool and inspect the spindle
runout immediately."

Keiic 3.3: Heat Treatment Error Analysis (Meraaypriitnuii KoH}1iKT)

. Prompt for Student: A batch of steel gears just arrived from the supplier. You dropped one
on the floor, and it shattered like glass. Confront the supplier.
. Examiner (Supplier) says: "I don't understand. We heated the AISI 4140 steel to 850 degrees

and quenched it in oil exactly as you asked. It has a hardness of 60 HRC. Why are you rejecting the
batch?"

Student Expected Response: "You performed the quenching process, but you omitted the mandatory
tempering cycle. The as-quenched martensite structure is too hard and suffers from extreme
brittleness. A gear must have toughness to absorb impact. Because you skipped the tempering oven,
internal stresses were not relieved, and the entire batch is useless. We cannot install these in a
transmission."

PYBPUKATOP OIIIHIOBAHHSI TA KPUTEPII YCOIITHOCTI

OI_IiHIOBaHHSI HiﬂcyMKOBOF 0 CK3aMCHY 3,[[iﬁCHIO€TBCSI BHUKIIFOYHO 3a BCTAHOBJICHUMU KpI/ITepiHMI/I, SIK1
TapaHTYIOTh MPO30PICTh Ta 00'€EKTUBHICTH HApaxXyBaHHS OaiB.

1. Jlinrictuuna  Tounicte  (Lexical Accuracy): BukopuctaHHs — MIKHApPOJIHHX
IHAYyCTpiaNbHUX TepMiHIB. 3abopoHa mepekiaay ciiB tunmy "die" gk "momupatu" (y KOHTEKCTI
koBanbCcTBa Iie "mramn"). s orpumanHs ouiHku «BigmiaHO» (9-10 GaniB) CIOBHUKOBUI 3amac
3100yBavya Mae MOBHICTIO MOKpUBaTu TepMiHoiorito cucreMu CAD/CAM Tta onopy matepialis.



2. CunrakcuyHa uijgicHicts (Syntactic Integrity): 3nmaTtnicte (opmyioBaTH IyMKH Y
tenerpapromy crmm (Telegraphic Style). BimcyTHICTh 3aliBUX BCTYNMHHX CIIB, BHKOPHCTAHHSI
MACUBHOTO CTaHY JUIsl HAJTAHHS TEKCTY JCTIePCOHAIII30BaHOT0, 00'€KTUBHOTO 3ByYaHHS.

3. KomynikatuBHa aBronomisi (Communicative Autonomy): 31aTHiCTh BecTH gianor 0e3
migKa3ok ex3amenaropa (mis PiBHiB 2 Ta 3). 3mo0yBau NOBHHEH MHUTTEBO pearyBaTh Ha
Herepea6auyBani 3anutanHs (Troubleshooting), 110 iMITYIOTE CTpecOBI BUPOOHWY1 CUTYAIIii.
BinmoBigHO 10 MOJIITUKKA HABYAIBHOI AMCIUILIIHY, SKIO €K3aMEHAIlIiHI MaTepiand BUKIUKAIOTh y
3100yBava HaJIMIpHUN CTPEC Yepe3 TPUTEPHHUI KOHTEHT (HAMPUKIIAJ, OMMCH aBapiil), /i€ MpaBUIIO
«Crom-cnoBay (Opt-out), 1110 103BOJIsIE€ 3MIHUTH €K3aMeHalliiiHuil OieT 6e3 BTpaTu OamiB. YcmimHe
CKJIaJIJaHHS BCIX TPHOX OJIOKIB €K3aMEHY IMATBEPKY€E TOTOBHICTh BUITYCKHHKA creriaabHocTi 131
«[Tpuxnagna mexaHika» 70 iHTerparii B TI00aJbHII aHTJIOMOBHUN 1H)KEHEPHUH MPOCTIp



