


Processing Instructions for EM-RJ connectors

(for fiber and cable max. diameter 3.5 mm)

for part number RJO -K12 -035
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Cut the required cable (max. diameter 3.5mm) to the desired length (approx. 5¢cm longer than
the stipulated final length). When using duplex cables (e.g. zip cords) make sure that the single
strands have the same length and separate them for approx. 10cm.

Slide the respective boot and the crimp sleeve (with stepped geometry showing in the direction
of the cable) onto the selected cable. Remove the outer jacket of the cable as is specified in the
stripping length table for the EM-RJ connector.

Shorten the strain relief elements (Kevlar) to the preset dimension according to the specifica-
tions.

Strip the buffer (secondary coating) from the fiber using the stripping tool (Art. No.
1365-N0OST-0130).

Remove the fibre coating from the fiber using the appropriate tool (Art. No. 1395-ABIZ-0135).

Clean fiber with a cleaning cloth dampened with alcohol (Art. No. 1810-PATR-0200). The fiber is
clean, when while cleaning a squeaking noise can be heard.

For assembling the fiber pigtails, only use the stripping dimensions for buffers and primary coa-
tings, furthermore leave out the crimp sleeve and use the fiber boot.

Connector preparation

Mix the adhesive according to the manufacturer‘s instructions and fill the syringe. Please use a
adequate adhesive for fiber. The curing time amounts to approx. 30 minutes at 85-90 C°.

Now insert the supplied adhesive funnel tube from the back into the connector until it reaches the
stop. Then insert the syringe nozzle until it reaches the ferrule and now fill the connector insert
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with adhesive until an adhesive droplet forms at the front end of the ferrule. Only after this, you
can remove the nozzle with the funnel tube. If you use the funnel tube several times, always clean
its exterior carefully to avoid the spring mechanism from sticking together.

It is imperative that the adhesive does not leak out of the back of the ferrule holder and thus
causes the spring mechanism to glue together.

Connector assembly

Carefully introduce the stripped and cleaned fiber into the ferrule holder filled with adhesive.
Rotate the connector to facilitate the introduction. Make sure that the outer cable jacket is in
contact with the cable connection of the connector. Now briefly push the fiber to and fro to
check that the fiber is not broken.

Distribute the strain relief elements (Kevlar) evenly around the crimp connection.

Slide the crimp sleeve in the forward direction over the strain relief elements onto the crimp
connection until the connector housing is reached.

Insert the crimp sleeve into the corresponding recess of the crimping tool and crimp (Art. No.
crimping tool: 1500-HACR-0104).
Place the connector in the curing oven, but be careful not to break the fiber when doing so. Use
fiber protection tubes, if required.

Remove the connector from the oven after the curing time has elapsed.

Cleave the fiber with a diamond or ceramic blade (Art. No. 1510-KEKL-0001) at the front side of
the ferrule and/or the upper edge of the adhesive droplet and then pull the fiber carefully to the
front using two fingers.

The connector insert can be polished separately. Use the polishing specifications of Euromicron.
After polishing push the connector inserts into the connector housing for single- or multi-mode.
Take care that the locking hooks show up (or down).

If the connecters shall be polished as duplex units, push the connector inserts into the housing
for single- or multi-mode before polishing. Now the connectors can be polished according to the
requirements and the polishing specifications of the company Euromicron. Please contact the
responsible sales employee in case of any questions.

4. Crossed and uncrossed Patchcords
A B A B
B A B A
Crossed A A Uncrossed A————>A
Patchcord B><: B Patchcord B——»B
Rough assessment Cladding Cladding Crack or Chip
of the fiber ends: in Fiber I
Core Acceptable Core Unacceptable
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