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IHosscHuTeALHAA 3aNNCKA

Onenounsle MmaTepuaisl padoTsl o CI' 02 «MMHOCTpaHHbBIN (aHMIIMICKUIT) A3BIK B
npodeCcCHOHATBHOM J1eATENFHOCTI» pa3paboTaHa C Lebl0 KOHTPOJIS OCTATOUHBIX 3HAHUH,
nproOpeTEeHHBIX 32 Kypc 00y4YeHHs HHOCTPAaHHOMY SI3BIKY [UI CTYAeHTOB npodeccun 15.01.05
«CBapimuk (py4HOH M YaCTMYHO MEXaHU3UPOBAHHOM CBapKH HAIUIABKH))».

3ananus pa3paboTaHbl B COOTBETCTBUU C paboueii mporpammoi. KoMmIuiekT BKIIO4aeT Tpu

BapHaHTa Pa3HOYPOBHEBbIX 3a/laHU M OXBATHIBAET BECh IIPOTPaMMHBIN MaTepua 3a BECh IEPUO]L
o0yudeHus qucuMiIuHbl. Kaxaplil BappaHT cOCTOUT U3 ABYX vactel (ypoBeHb A, b, C) u Bkitouaer
1o 5 3aJJaHuil CTPYIIUPOBAHHBIX 110 YPOBHIO CIOKHOCTH.

Ha BeimonaeHne paboTsl oTBOAUTCS 45 MUHYT. MakcumabHasi cymma OaijioB 3a
BBITNIOJIHEHHE Bcel paboThI- 29 OamnoB. Pemenue 3aganuii Bcex ypoBHEH MpOBEpSIETCs MyTeM
CpaBHEHHS MIPUBEICHHBIX OTBETOB C 3TaJOHAMHU.

e OreHKa «IIATh» BBICTABIsAETCA 32 HAOpaHHBIX 29-27 Gannos;
e Orenka «4eTrIpe» BhICTaBIsIETCS 26-20 6aioBs;

e Ormenka «Tpu» - 3a 19-15 Gannos;

e OueHKa «1Ba» - 3a 14 u Huxe OanoB.



Bapmuanr 1
1. IIpoumume mexcm u omeemome Ha 60NPOCHL:

"Welding is a popular method of permanently joining metal parts. Depending on the application,
there are different kinds of welding: stick welding, MIG/MAG welding, TIG welding, plasma
cutting, etc."

Bonpocui:

1. Kaxaa mexnuka ceapku ynomMuHaemcs nepeou?

A) MUI'/MAT cBapka

B) Pydnas qyroBasi cBapka MOKpBITBIMH IeKTpoaamu (stick welding)
C) Apronoayrosas capka (TIG)

2. Yem 3anumaemces cneyuanucm-ceapujux?

A) U3zrorosieHre MeTaAIIIMUECKUX U3IEUN

B) CoennHenne MeTaIndecKuX 4acTei

C) Pe3ka MeTtasa mia3mMoi

3. ['0e npumensemcsa pyunas 0y208as c6apka NOKpbimo20 21eKmpooom?
A) CTpouTenbCTBO MOCTOB U 3/1aHUM

B) PemonT Tpy60onpoBo10B

C) O6a BapuaHTa BEpHBI

2. Bvibepume npagunvnslii 6apuanm omeema

1. U3 npusedénmvix Hudice mMepmMuHo8 HA AHSTUNUCKOM A3blKe @blhepume mom, KOmopblil
coomeemcmaeyem mepmuny « Cmvikogoe coeounenuey.

1. Buttjoint
2. Lap joint
3. Welded structure

2. U3 npueedénnvix Hudce mMepMUHO8 HA AH2IUUCKOM sA3blKe GblOepume mom, KOMmopbilil
coomeemcmayem mepmuny « ¥Yanoeoe coeounenuey.

1. Butt joint

2. Lap joint
3. Comer joint

3. U3 npusedénmvix Hudice MepMUHO8 HA AHIULUCKOM A3blKe 6blbepume Mom, KOMOpbill
coomeemcmayem mepmuny «Haxnécmounoe coeounenuey.

1. Buttjoint



2. Lap joint
3. Corner joint

4. I3 npuBeOéHHbIX HudiCe MepMUHO8 HA AHIIUNCKOM A3blKe 8blbepume mMom, KOmOopblil
coomeemcmeayem mepmuny « Cmulko8ou uiosey.

1.  Buttjoint
2. Butt weld
3. Corner weld

5. 13 npusedénnvlx Hudice mMepMUHO8 HA AHSIULUCKOM A3blKe 8blOepume mom, KOMOpbill
coomeemcmeyem mepmury « ¥Y2noeou wosy.

1. Corne rweld
2. Butt weld
3. Fillet weld

6. 13 npusedénHblx Hudice MepMUHO8 HA AHIULUCKOM A3blKe 6blOepume mMom, KOMOpbll
coomeemcmeyem mepmuny « Toueunvlii uoey.

1. Spot weld
2. Butt weld
3. Fillet weld

7. 13 npueedéHHbIX HUdCe MEPMUHO8 HA AHITUUCKOM S3blKe 6blOepume mom, KOMOpblil
coomeemcmeyem mepmuny «llpuxeamxay.

1. Weld root
2. Bead
3. Tack weld

8. U3 npusedénHblx HUudMICE MEPMUHO8 HA AHRIULCKOM s3blKe @vlbepume mom, KOMOopblil
coomeemcmeyem mepmury «Kopenv weay.

1. Weld root
2. Bead
3. Tack weld

9. U3 npusedéHHbIX HudMCe MEPMUHO8 HA AHRIULCKOM s3blKe @vlbepume mom, KOMOopblil
coomeemcmeyem mepmuny «Kamem y2no6o2o wieay.

1. Weld root
2. Fillet weld leg
3. Weld width

10. 13 npueedénnvix Hudice MepMUHO8 HA AHIIULICKOM A3bIKe GblOepume mom, KOMOpblil
coomeemcmeyem mepmuny «[Llupuna weax.

1. Weld root
2. Fillet weld leg
3. Weld width



3. Boinonnume 3a0anusa Ha 3HaAHUE CREYUATILHOU MEPMUHOTOZUU:
Hononnume npeonodxcenus He0OX0OUMbIMU MEXHULECKUMU MEPMUHAMU.
electrode holder
weld pool
ground clamp
flux
torch
weld pool
1. IHCTpyMEHT, UCTIONB3YEMBIH IS YACPKUBAHUS JEKTPOJIa, HA3bIBACTCA .

2. Metannnueckui 3aXKHUM, HOHKHIOqaeMLIﬁ K U3ACTIUIO AJI 3a3€MIICHUA, HA3bIBACTCS .

3. Mecto COCIUMHECHNA MCTAJIJIOB, 06pa3OBaHHOG paciiiaBJICHHBIM METAJIJIOM, HA3bIBACTCA

4. The substance added to protect molten metal from atmospheric contamination is called

5. The area where the base metals come together and form a solidified bond is called the

6. The hand-held device used to direct the flame in oxyacetylene welding is called a(n)

4. Haiioume cpammamuyecKku npasuibHyio popmy 2nazona:

1. After the weld is finished, the worker  the slag off the seam.
A) chips

B) chipped

C) chiped

2. If the voltage  too high, the arc will become unstable.

A) set

B) sets

C) is set

3. The welder (was able / is able) to complete the project successfully despite challenging
conditions.

4. Welders always (wear / wore) protective clothing when performing their duties.
5. If workers (follow / followed) safety regulations strictly, injuries would decrease.

5. Ilepesedoume cnedyroujue 8vblparxcenus Ha pyccKuil A3vlK:



1. Select the right welding position.

2. Protect yourself against ultraviolet radiation.

3. Ensure proper ventilation in confined spaces to prevent exposure to hazardous fumes.
4. Avoid contact with live electrical circuits.

5. The quality of the weld depends largely on the correct selection of filler material.



Bapuant 2
1. IIpoumume mexcm u omeemovme Ha 60NPOCHL:

"In the field of welding, safety comes first. Safety precautions include wearing protective goggles,
gloves, aprons, helmets, and following established procedures. Failure to comply with safety
measures can lead to serious injury."

Bonpocuwi:

1. Kaxue mepuvi bezonacnocmu HeoOX00uMbl Npu 8bINOIHEHUU C8APOYHBIX pabom?
A) Hcrnonp30BaHMe 3alIUTHBIX OYKOB U TIEPYATOK

B) Haanexatee ocBenieHue paboyero mecra

C) Xopoliee HaCTpOECHUE CBAPIIUKA

2. KakoBa riiaBHas 11e16 COOTIOICHUS MEP TTPEIOCTOPOKHOCTH?

A) YayuiieHue KauecTBa IBOB

B) IlpenynpexeHue TpaBM

C) DxoHOMHSI STIEKTPOIHEPTUHU

3. KakoBbI mocnecTBrs HECOOIIOACHUS IPABUII TEXHUKH 0€301MacHOCTH?
A) Ilonyuenue TpaBMBI

B) Hapymienne nporecca cBapku

C) ABapuiiHblil pEMOHT HHCTPYMEHTA

2.

1. 13 npuseoénmvix Hudce mMepMuHO8 HA AHSTUUCKOM A3blKe 6blOepume mom, KOMOpblil
coomeemcmeyem mepmuny «IIpoxoo npu ceaprey.

1. Root
. Weld
3. Pass

2. U3 npusedénmvix Hudice mMepMuHO8 HA AHSIUNUCKOM S3blKe 6blbepume mom, KOmopou
coomeemcmeyem mepmuny « CKoc KpOMKUY.

1. Edge bevelling
2. Root face
3. Gap, air gap

3. U3 npueedénnvix Hudxice mepMuHO8 HA AH2IULUCKOM s3blKe 6blbepume mom, KOMOpbl
coomeemcmeyem mepmuny «lIpumynienue KpomKuy.


https://nsportal.ru/shkola/inostrannye-yazyki/angliiskiy-yazyk/library/2022/11/03/komplekt-fondov-otsenochnyh-sredstv-po#id.30j0zll
https://nsportal.ru/shkola/inostrannye-yazyki/angliiskiy-yazyk/library/2022/11/03/komplekt-fondov-otsenochnyh-sredstv-po#id.3znysh7
https://nsportal.ru/shkola/inostrannye-yazyki/angliiskiy-yazyk/library/2022/11/03/komplekt-fondov-otsenochnyh-sredstv-po#id.1fob9te

1. Edge bevelling
. Root face
3. Gap, air gap

4. U3 npueedéHHbIX HuUdce MePMUHO8 HA AHSIUNCKOM s3blKe @blhepume mom, KOmopbill
coomeemcmeyem mepmury «3azop».

1. Edge bevelling
2. Root face
3. Gap, air gap

5. U3 npueedénmvix Hudice MeEpMUHO8 HA AHSIUUCKOM s3blKe 6blbepume mom, KOMOopblil
coomeemcmeyem mepmuny «lIpucadounviti memanny.

1. Filler metal
2. Base metal
3. Deposited metal

6. U3 npugedéHHbIX HudNCe MEPMUHO8 HA AHIIULCKOM s3blKe 6blOepume mom, KOmopou
coomeemcmayem mepmuny « Ceapounviii GbINpAMUMeENnsy.

1. Welding rectifier
. Welding generator
3. Welding converter

7. I3 npusedénnvix Hudice mepmMuHo8 HA AHIUNUCKOM S3blKe @blhepume mom, KOmopou
coomeemcmeyem mepmuny « Ceapounas npoeosioKay.

1.  Welding wire
2. Filler wire
3. Welding flux

8. U3 npusedenHvlx HudiCEe MEPMUHO8 HA AHRIULCKOM S3blKe 6blOepume mom, KOMmopblil
coomeemcmayem mepmury «lIpucadounas nposoniokay.

1.  Welding wire
2. Welding flux
3. Filler wire

9. U3 npueedéHunblx HudMCe MEPMUHO8 HA AHRIULUCKOM A3blKe 6blOepume mMom, KOMOpbIl
coomeemcmayem mepmuny « Tpewgunay.

1. Crack
2. Gas pore
3. Lack of fusion

10. U3 npusedéHmbix HudMCE MEPMUHO8 HA AHSIUNUCKOM S3bIKe 6blbepume mom, KOmopblil
coomeemcmeyem mepmuny «llopay.

1. Crack
2. Gas pore
3. Lack of fusion



3. Boinonnume 3a0anusa Ha 3HaAHUE CREYUATILHOU MEPMUHOTOZUU:
Hononnume npeonodxcenus He0OX0OUMbIMU MEXHULECKUMU MEPMUHAMU.
welding helmet

wire feeder

clamping force

flux

torch
weld pool

1. lllnem, npeaHa3HaYEHHBIN 1715 3a1UATHI TJ1a3 U JUIA CBAPIINKA, HA3bIBACTCA
2. YcTpoiicTBO, 0OecnieurBaroiiee moaady mpoBOJIOKH B 30HY CBApPKH, Ha3bIBACTCS .
3. JlaBieHue 3aKkuMa 3JIEKTPOJOACP/KATEIS HAa U3/IeJINE HA3bIBACTCS

4. The substance added to protect molten metal from atmospheric contamination is called

5. The area where the base metals come together and form a solidified bond is called the

6. The hand-held device used to direct the flame in oxyacetylene welding is called a(n)

4. Haiioume cpammamuyecKku npasuibHyio popmy 2nazona:

1. Always cleanthe  area before beginning the welding process.
A) weld

B) welded

C) welding

2. If the current is too low, the weld will be weak and prone to cracks.
A) will

B) would

C) would have

3. Students (should / shouldn't) neglect studying safety measures.

4. Welders always (wear / wore) protective clothing when performing their duties.
5. If workers (follow / followed) safety regulations strictly, injuries would decrease.

5. Ilepesedoume cnedyroujue 8blparxcenus Ha pyCcCKUil A3vlK:

1. Set the polarity correctly.



2. Avoid contact with live electrical circuits.
3. Wear personal protective equipment (PPE) at all times when operating welding machinery.
4. Adjust the gas flow rate accordingly.

5. Proper preparation of the joint surface increases the durability of the final product.



Bapuant 3
1. IIpoumume mexcm u omeemome Ha 60NPOCHL:

"MIG/MAG welding is suitable for many applications, particularly in industrial fabrication. Its
advantages include ease of use, high deposition rates, and adaptability to different materials."

Bonpocuwi:

1. J[ns xakoeo muna c6apku XapaxkmepHvl NPOCMOma UCHOIb308AHUSL U 8bICOKASL CKOPOCHLb
Hanaaexku?

A) DnekTpoayroBasi CBapka

B) I'azonnamenHast pezka

C) MIG/MAG cBapka

2. Kaxue npeumywecmea umeem MIG/MAG ceapka?

A) TIpocToTa HCIIONBE30BaHMS U BBICOKASI TPOU3BOIUTEIIEHOCTh
B) JlerkocTh TpaHCIOPTUPOBKHU

C) [eméBas CTOMMOCTb anmnapaToB

3. Kaxue munvt mamepuanos nooxooam o MIG/MAG ceapxu?
A) Tonbko Hep)KaBeroIIKe CTalln

B) Tonbko antomMuHui

C) llInpoxuii CIIEKTp MaTepruaIoB

2. Bvibepume npagunvuwlii eapuanm omeema.

1. U3 npusedénmvix Hudce MEPMUHO8 HA AHRIULCKOM A3blKe 6blbepume mMom, Komopol
coomeemcmeayem mepmuty «Henposapy.

1. Crack
2. QGas pore
3. Lack of fusion

2. Bepnvim yughposvim obosnauenuem cnocoba ceapku «Pyunas oOyzoeas ceéapka nokpbimuim
anekmpooom» & coomeemcmeuu ¢ 1SO 4063 asnsemca eapuaum....

1. 112
2. 111
3. 135

3. Bepuvim yugpposvim obo3navenuem cnocoba ceapku «Mexanuzupoeannas ceapka niassiujumcs
9NeKMPoOoM 6 uHepmuuix 2azax» ¢ coomeemcemauu ¢ ISO 4063 aenrsemcs sapuanm....

1. 131



2. 141
3. 135

4. Bepnvim yugposvim obo3nauenuem cnocoda ceapku «Mexanuzupoeannas ce6apka niassiujumcs
INEKMPOOOM 8 AKMUBHBIX 2a3aX U cmecsaxy 8 coomeemcmeuu ¢ ISO 4063 sgnsemcs eapuanm....

1. 131
2. 141
3. 135

5. Bepnvim yughposvim oboznauenuem cnocoba ceapku « Mexanuzupoeannas céapka nopouKoso
NPOBOJIOKOU 8 AKMUBHBIX 2a3ax u cmecsaxy 6 coomsemcemesuu ¢ 1SO 4063 aensemcs eapuaum....

1. 137
2. 141
3. 136

6. Bepuvim yupposwvim obo3nauenuem cnocoba ceapxu «Apeonoodyeosas ceapka 60ab@dpamosvim
anekmpooom»e coomeemcmauu ¢ 1ISO 4063 sasensiemes eapuanm....

1. 137
2. 141
3. 136

7. Bepnvim OykeenHbIM 0003HaAueHuem cnocoba ceapku «Pyunas O0yeosas ceapka NOKpbIMvIM
INEKMPOOOM» 8 COOMBEMCMBUU C AMEPUKAHCKUMU CINAHOAPMAMU ABIAEMCI BAPUAHM......

1. SAW
2. SMAW
3. GMAW

8. Bepuvim OykeeHHbIM 0003HaAYeHUeM cnocoba ceapku «/lyeosas ceapka 6 3aujumHblX 2a3ax
NAABAUWUMCS  INEKMPOOOM» 8 COOMBEMCMEUU C AMEPUKAHCKUMU CMAHOAPMAMU  ABIAEemCs
8apuanm....

1. SAW
2. SMAW
3. GMAW

9. BepHvim  6yKk@enHbiM  0003HAUeHUem cnocoba ceapku «/yeosas ceapka HenAa8aAuUMCs
9NeKMPOOOM» 8 COOMBEMCMBUU C AMEPUKAHCKUMU CMAHOAPMAMU SGTISLeMCSL 8APUAHT......

1. GTAW
2. SMAW
3. GMAW

10. Bepnvim  Oyk6eHHbIM —00O3HAUeHUeM cnocoba ceéapku «/yeosas ceapka NOpOUIKOBOU
NPOBONOKOUY» 8 COOMBEMCMEUU C AMEPUKAHCKUMU CIMAHOAPMAMU AGTISLEMCS 8APUAHM......

1. GTAW
2. FCAW
3. GMAW



3. Boinonnume 3a0anusa Ha 3HaAHUE CREYUATILHOU MEPMUHOTOZUU:
Jlononnume npeonodiceruss HeOOXOOUMbIMU MEXHUYECKUMU MEPMUHAMU.
backing plate

grinding disc

oxygen regulator

flux

torch
weld pool

1. JononuuTenbHas IIacTUHA, 3aKperisieMas MoJ CBapUBaE€MbIM I1IBOM, Ha3bIBACTCS
2. AGpa3MBHBIN KPYT, MPUMEHIEMBIH JIJIs NUTH(OBKH MOBEPXHOCTEH, HA3bIBACTCS .
3. YcTpoiicTBO, peryupyroiiee JaBjIeHne KUCIopoa B OaJIJIOHE, Ha3bIBACTCS

4. The substance added to protect molten metal from atmospheric contamination is called

5. The area where the base metals come together and form a solidified bond is called the

6. The hand-held device used to direct the flame in oxyacetylene welding is called a(n)

4. Haiioume cpammamuyecKku npasuibHyio popmy 2nazona:

1. When welding stainless steel, you  use a lower heat input.

A) must

B) mustn't

C) don't have to

2. If the nozzle becomes blocked, the gas flow  stop immediately.
A) will

B) would

C) had to

3. The welder (was able / is able) to complete the project successfully despite challenging
conditions.

4. Welders always (wear / wore) protective clothing when performing their duties.

5. If workers (follow / followed) safety regulations strictly, injuries would decrease.



5. Ilepeseoume cnedyroujue evipasrxcenus Ha pyccKuil A3bIK:

1. Adjust the gas flow rate accordingly.

2. Ensure good ventilation during welding.

3. Ensure proper ventilation in confined spaces to prevent exposure to hazardous fumes.

4. Wear personal protective equipment (PPE) at all times when operating welding machinery.

5. The quality of the weld depends largely on the correct selection of filler material.



OTBeTsI K BapuaHry 1:
Nel
1.B
2.B
3.C

Ne 2

Bomnpoc 1 2 10

W
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OTtBeT 1 3 2 2 3 1 3 1 2 3

Ne3

1. electrode holder
2. ground clamp
3. weld pool

4. flux

5. weld pool

6. torch

Ne 4

1. A

2.C

3. was able

4. wear

5. follow

No5

1. Boibepute npaBUiIbHOE MOJOKEHUE CBAPKH.

2. 3amMIanTecs OT yIbTpadHoIeTOBOTO H3ITyUCHHS.

3. Ob0ecneunBaiiTe HaUIC)KAIYI0 BCHTHINHUIO B 3aMKHYTBIX IPOCTPAHCTBAX, 4TOOBI U30CKATh
BO3ACHCTBUSI BPCIAHBIX IIapOB.

4. V36eraiiTe KOHTAKTA C DJICKTPUUECKUMHU IETISIMU IO/ HATIPSHKEHUEM.

5.KadecTBo 11Ba B 3HAYUTEILHON CTEMIEHU 3aBUCUT OT MPABWILHOTO BEIOOpA MTPUCATOUYHOTO
Marepuasna.



OTBeTHI K BapHaHTy 2:
Nel

1. A

2.B

3.A

Ne 3

1.welding helmet
2. wire feeder

3. clamping force
4. flux

5. weld pool

6. torch

Ne4

1.C

2.B

3. Should

4. wear

5. follow

No5

1. YcTaHOBUTE MONSPHOCTH MPABUIIBHO.

2. U30eraiiTe KOHTAKTa C AIEKTPUICCKUMH IETISIMU IO HATIPSKCHUEM.

3. Becerna HaneBaiite cpencrBa nHIUBUAyaIbHOM 3amuThl (C13) mpu paboTe co cBapOYHBIM
06opyIOBaHUEM.

4. OTperymupyiTe OTOK ra3a COOTBETCTBYIOIINM 00pa3oM.

5. HpaBI/IHLHaH IIOATr0TOBKA ITOBEPXHOCTHU CTBIKA IMMOBBIITACT AOJTOBEYHOCTE KOHECYHOI'O U3ACIINA.

OTBeTHI K BapHaHTy 3:



Nel

1.C

2.A

3.C

Ne2

Bomnpoc 1 2 3 4 5 6 7 8 9 10

OTtBeT 3 2 1 3 3 2 2 3 1 2

Ne3

1. backing plate

2. grinding disc

3. oxygen regulator

4. flux

5. weld pool

6. torch

N4

1. A

2.A

3. was able

4. were

5. follow

Ne 5

1. OTperynupyiiTe IOTOK ra3a COOTBETCTBYIOIINM 00Pa30M.
2. ObecmedpTe XOPOIIYI0 BEHTHISAIINIO IPH IPOBEICHUN CBAPOUHBIX padoT.

3. ObecrieunBaiiTe Ha/UIEKAITYIO BEHTHIISINIO B 3aMKHYTHIX TIPOCTPAHCTBAX, YTOOBI M30€KaTh BO3ACHCTBUS
BpEIHBIX HapOB.

4. Bcerna HazeBaiite cpeicTBa MHAMBHyanbHOU 3ammThl (CU3) mpu pabote co cBapOYHBIM
obopymoBaHUEM.

5. KagecTBo mBa B 3HAaUUTENBHON CTENEHN 3aBUCHT OT PAaBUIILHOTO BHIOOpA MPUCAIOYHOTO MaTepraa.









