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1.0 SafetyandHelpfulHints
 Usereagent-gradeisopropylalcoholthatis99%puretocleanthefibersandothercomponents.When

terminatingconnectorsonanycablecontaininggrease,ensurethatallgreaseiswipedawayandthebuffer,
coatingandfiberarethoroughlycleanedwithisopropylalcohol.

 Isopropylalcoholisnotshippedwiththe3M™FieldTerminationKits;however,abottleforthealcoholis
included.

Note:Carefullyfollowsafety,healthandenvironmentalinformationgivenonthecontainerlabelortheMaterial
SafetyDataSheetfortheisopropylalcohol.

CAUTION
 DonottouchanypartoftheheatingblockoftheHotMeltovenduringoperation.

ItisveryHOT.

WARNING
 •Safetyglassesshouldbewornwhenworkingaroundopticalfibers.
 •Donotviewfiberendsiftheyareilluminatedwithalaser.
 •Keepovenclearfromflammablematerial.
 •Disconnectpowersupplywhencleaning.

 HotMeltOvenSafetyInformation
 ThisHotMeltConnectorOvenisintendedformeltingHotMeltadhesiveinHotMeltConnectors.Ithas

beendesignedandtestedforuseonlywiththe3M™FiberOpticConnectorsSystem.Otherusesofthis
productmayleadtopoorperformanceoranunsafecondition.

WARNING
 �.Powercordmustbegroundedandpluggedintoagroundedoutlet.
 2.Eyehazard.Donotviewfiberendsiftheyarelaserilluminatedaseye

damagemayresult.Illuminatefiberendswithwhitelightonly.
 3.Wearsafetyglasses.
 4.Noserviceableparts-returnunittothemanufacturerforservicing.
 5.Forindooruseonly.
 �.Toavoidpossibleenvironmentalcontamination,disposeoftheunitin

accordancewithapplicablegovernmentalregulations.
 7.Avoidtouchinghotsurfaces.

Explanationofsymbols:

Warning-Refertoaccompanyingdocuments.

Caution-Riskofelectricshock.Referallservicingtomanufacturer.

ThisistheEUsymbolforequipmentthatiscoveredundertheWastefromElectricaland
ElectronicEquipment(WEEE)directiveperCENELECSpecification50419,anditindicatesthat
certainproductsshouldnotbediscardedinthetrash,butrathershouldberecycled.Thisapplies
toallelectronicpluggableandbatterypoweredproducts.
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2.0 3M™LCExpansion6650-LCKitContents
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 A. LCHotMeltConnectorHolder(4)

 B. LCPolishingJigAssemblywithWeight

  B1SparePolishingJig

 C. LCCrimpTool

 D. LCAdapterforViewScope

 E. HeatShrinkFixture

 F. CleaningPins(3)

 G. LaminatedStripTemplate

 H. PolishingPads4.5"×5.5"

 I. LappingFilm

  a. 9micronsiliconcarbide5"diameter(SlateGray)

  b. OneStep2micronAO5"diameter(Blue/Green)

  c. 0.5microndiamond4.5"×5.5"(PaleGray)

  d. 0.02micronFinalPolishSiO24.5"×5.5"(FrostedWhite)

 Tocompletetheterminationofthe3M™HotMeltLCConnector,boththe3M™UniversalHotMeltKit
6365/6361andthe6650-LCExpansionKitsarerequired.

Visuallyinspectallcomponents.Ifanycomponentismissingorappearsdamaged,donotinstall.
Callcustomerserviceat1-800-426-8688forareplacementproduct.
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3.0 3M™LCConnectors

3.1 TheBehindTheWall(BTW)LCisusedforsimplex
900micronapplications.Theconnectorcontains(A)
dustcap,(B)connector,and(C)strainreliefboot.

Note:TheBTWLCmultimodeconnectorhasabeige
extendercapattherearoftheconnector.Thesinglemode
connectorhasablueextendercapattherearofthe
connector.

A B C

3.1 Theduplex900micronLCcontains(A)dustcap,
(B)connector,(C)duplexclip,and(D)strain
reliefboot.

Note:Donotconfusethemultimodeorsinglemode
duplexconnectorsastheybothhaveblackouterhousings.
Multimodeconnectorsarepackagedwithbeigeduplex
yokesandsinglemodeconnectorsarepackagedwith
blueyokes.

A B C D

3.2 1.6–2.0mmLCconnectorcontainsa(A)dustcap,
(B)connector,(C)heatshrinkcrimpsleeve,and
(D)strainreliefboot.

A B C D
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3.3 The3.0mmLCconnectorcontains(A)dustcap,
(B)connector,(C)metalstrengthsheath,(D)metal
crimpsleeve,(E)strainreliefboot.

Note:Multimodesimplexyokesarebeigeandsinglemode
yokesareblue.

A B C D E

4.0 Setup

4.1 Pluginthe120Vor230Vpowercord.Turnonthe
3M™HotMeltOven.Theovenrequires6minutesto
warmup(redexposedonswitchindicatespoweron).

4.2 Opentheconnectorpackageandremovecomponents.

4.3 Attachhotmeltholderhandletotheloadadapterwith
theslotalignedtothefront.
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4.4 Inserttheconnectorintothehotmeltconnector
holder.

4.5 Placetheloadadapter,withslotalignedwithhandle,
intoanavailableportintheoven.

IMPORTANT:Donotplaceconnectorinahotload
adapter.Thismaycauseadhesivetoflowtothe
outsideoftheferrule.Loadadaptershouldbeatroom
temperaturewhenconnectorisinserted.

4.6 The3M™LCHotMeltConnectorshouldbeinthe
ovenforatleast75seconds.Theconnectorshouldnot
beintheovenlongerthan5minutes.

4.7 Placetheheatshrinkfixtureinanavailableportinthe
oven.

Note:Thisstepisonlynecessaryforusewiththe
1.6–2.0mmjacketedLChotmeltconnector.
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5.0 900micronCableConnector
Preparation

5.1 Placestrainreliefbootoncableasshown.

6.0 1.6–2.0mmJacketedCableConnector
Preparation

6.1 Placethestrainreliefbootfirstandthentheheat
shrinkcrimpsleeveonthecableasshown.

7.0 3.0mmJacketedCableConnector
Preparation

7.1 Placethestrainreliefbootfirstandthenthemetal
crimpsleeveonthecableasshown.
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8.0 StripGuide
���3"�33mm�

3���"
�5mm�

����������

9.0 StrippingProcedurefor900micron
Fiber

9.1 Placethecableonthestriptemplate.Markbuffer
at11mm.Usingthe3M™StrippingTool6365-ST,
removethebufferinsmallincrementsuntil11mmof
bufferhasbeenremoved.

9.2 Usingalint-freeclothmoistenedwithisopropyl
alcohol,cleanthebarefibertoremoveanyoilsor
acrylatecoatingdebris.

9.3 Checkthefinalstriplengthandadjustifnecessary.

10.0 StrippingProcedurefor1.6–2.0mm
JacketedFiber

10.1 Placethejacketedfiberonthestriptemplateanduse
afibermarkingpentomarkthelocationofthejacket
cut.Usingthe3M™StrippingTool6365-ST,remove
33mm(11/3")ofjacketoffcable.
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10.2 Snipthearamidyarnto5-6mm(approx.3/16").

10.3 Flarearamidyarnevenlyaroundbuffer.

10.4 Usingthe3M™StrippingTool6365-ST,removethe
bufferinsmallincrementsuntil21–22mm(approx.
7/8")ofbufferisleft.

10.5 Usingalint-freeclothmoistenedwithisopropyl
alcohol,cleanthebarefibertoremoveanyoilsor
acrylatecoatingdebris.

10.6 Checkthefinalstriplengthsandadjustifnecessary
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11.0 StrippingProcedurefor3mm
JacketedFiber

11.1 Placethejacketedfiberonthestriptemplateanduse
afibermarkingpentomarkthelocationofthejacket
cut.Usingthe3M™StrippingTool6365-ST,remove
33mm(11/3")ofjacketoffcable.

11.2 Holdingthearamidyarnfirmlyawayfromthebuffer
tube,insertthemetalstrengthsheathoverthebuffer
tubeandpushdownuntilfullyinsertedintothejacket.
Topofsheathshouldbeevenwiththeupperedgeof
jacket

11.3 Snipthearamidyarnto5-6mm(approximately
3/16").

11.4 Flarearamidyarnevenlyaroundbuffertube.
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11.5 Usingthe3M™StrippingTool6365-ST,removethe
bufferinsmallincrementsuntil21–22mm(approx.
7/8")ofbufferisleft.

11.6 Usingalint-freeclothmoistenedwithisopropyl
alcohol,cleanthebarefibertoremoveanyoilsor
acrylatecoatingdebris.

11.7 Checkthefinalstriplengthsandadjustifnecessary.

12.0 ConnectorMounting

12.1 Whileconnectorisstillinoven,mountfiberinto
connectorinsertinguntilbufferstopsinsidethe
connector.Besuretoinsertfiberwithintheguidetube
attherearoftheconnector.

Note:Removingtheconnectorholderfromtheovenprior
tofiberinsertionwillcauseadhesivetothickenrapidly,
greatlylimitingthetimetoinsertthefiber.

Cablejacketsshouldbeapproximately1mmfromtherear
ofcrimpareawhenbufferiscorrectlylocated.

IMPORTANT:Donotlifttheconnectorwhileintheload
adapterduringtheheatingprocess.Thiswillprevent
adhesivefrombondingtotheloadadapter.Ifadhesive
doesadhereitselftotheinsideoftheloadadapter,use
thecleaningpintoremoveadhesivepriortoinserting
nextconnector.Usealcoholwiththepin,ifneeded.

Note:Toeasefiberinsertion,makesurefiberiskeptvery
straightwhenmounting.Ifresistanceisfeltwhenwithin
1/8”ofbuffer,youarestubbingandshouldbackoutashort
distanceandre-entermakingsurethatthefiberiskept
straightatalltimes.
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12.2 Maintainingfiberpositioninconnector,pushthe
jacketedfiberintothecablev-slotfeatureontheload
adapteruntilsecure.

12.3 Attempttolineuptheholderarmtokeepcableas
straightaspossible.

12.4 Removetheloadadapterfromtheovenbygrasping
thecool-touchhandle.

CAUTION
 Donottouchthemetalportionoftheloadadapteror

connector,asitwillbehot!

12.5 Resttheloadadapterinoneoftheavailablecooling
portslocatedonbothsidesoftheoven.Letcoolfora
minimumof3minutes.



 14 78-8135-4385-3-A

13.0 BootPlacementfor900micronFiber

13.1 Removeconnectorfromtheloadadapterandslidethe
bootoverconnectoruntilfullyseated.

IMPORTANT:Removeconnectorgentlysothatyou
don’tbreakthefiber.Ifconnectorstickstothesidesof
theloadadapterwhentryingtoremove,re-heatthe
connectorslightlyuntilconnectorcanberemovedfrom
theloadadapter.Usethecleaningpinfurnishedinthe
kittoscrapetheadhesiveoutoftheloadadapterhole
beforeproceedingwithnextconnector.

14.0 CrimpingandBootPlacementfor
1.6–2.0mmJacketedFiber

14.1 Slidecrimp/shrinktubedownandoveraramidyarn.

14.2 Removetheconnectorfromtheloadadapter.
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14.3 Usingthedielabeled“A”withthe3Mletteringfacing
totheleft,crimpthemetalportionofthesleeveonce.

Note:Crimpsleevemustbebottomedagainstconnector
priortocrimping.The3Mletteredsideofthecrimpdie
shouldbetouchingtherearoftheconnector.

14.4 Placethecrimp/shrinktubeintheshrinkfixture
assemblyandheatfor8to10seconds.Tubeshould
shrinksnugaroundthejacket.Rotate,ifneeded,to
completeshrink.

14.5 Slidebootovercrimp/shrinktube.

Note:Jacketedbootsappearthesameinthephotosbutthe
bootsforall3typesofconnectorsaredifferentsizesand
cannotbeinterchanged.
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15.0 CrimpingandBootPlacementfor3mm
JacketedFiber

15.1 Removeconnectorfromloadadapter

15.2 Slidemetalcrimpsleevedownandoveraramidyarn.
Itshouldrestoverthemetalstrengthsheathasshown.

15.3 UsingtheLCdielabeled“A”withthe3Mlettering
facingleft,crimpthelefthalfofthethecrimpring
oncemakingsurethatthe3Mletteredsideofthedie
isflushwiththeconnectorpriortocrimping.

Note:Thecrimpringmustbeflushagainsttheconnector
priortocrimping.The3M-letteredsideofthecrimpdie
shouldbetouchingtherearoftheconnector.

15.4 UsingtheLCdielabeled“B”lineupthenon-lettered
sideofthediewiththerearofthecrimpdieandcrimp
therighthalfofthecrimpring.

 Thecompleted3mmcrimpsholdlooklikethis:

Hex
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15.5 Slidebootovercrimpuntilbootisflushagainstthe
connector.

Note:Jacketedbootsappearthesameinthephotosbutthe
bootsforall3typesofconnectorsaredifferentsizesand
cannotbeinterchanged.

16.0 Scribing

16.1 Positionthescribebladesotheflatsideoftheblade
isrestingonthebeadofadhesiveandthebladeis
perpendiculartothefiber.

16.2 Scorethefiberbygentlyslidingthebladeacrossthe
fiberjustabovethebeadofadhesive.Scoringmeans
thatyouaremakingasmallscratchontheoutsideof
thefiber.

IMPORTANT:Thefibershouldnotbreakduringthis
step.

16.3 Pullthefiberstraightawayfromtheconnector.Pull
alongtheaxisofthefiber,nottoonesideortheother.
Ifthefiberdoesnotpullaway,scorethefiberagain.

16.4 Disposeofthescrapfiberinthedesignatedcontainer.
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17.0 MultimodePolish

17.1 Performanairpolishbyholdingthe9micronlapping
filmfirmlyinonehandandgentlymovingthefilmin
acircularmotionforapproximately10strokesoruntil
approximatelyonehalfofthebeadheightisremoved.

Note:Youcanpolishapproximately20connectorswith
eachpieceof9micronlappingfilm.

17.2 Usingalint-freeclothandisopropylalcoholcleanthe
connectoraftertheairpolishtoremovealldebrisleft
bythe9micronlappingfilm.

17.3 Cleantheroundpolishingpadfoundinthe3M™
UniversalHotMeltKit6365/6361withalint-free
clothmoistenedwithisopropylalcohol.

17.4 Placeseveraldropsofalcoholontotheround
polishingpad.

17.5 Beforealcoholevaporates,placeasheetofthepale
green2micronlappingfilm,shinysidedownonthe
pad.Thealcoholcreatessuctiononthelappingfilm
andhelpsholditinplace.

17.6 Cleanthelappingfilmwithalint-freeclothmoistened
withisopropylalcohol.

Note:The2micronlappingfilmcanbeusedforupto4
connectors.
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17.7 Cleantheflatsideofthepolishingjigwithalint-free
clothmoistenedwithisopropylalcohol.

17.8 Placethepolishingjigassemblyonthelappingfilm.

17.9 Placetheferruleinthepolishingjigaligningthelatch
sideoftheconnectorwiththeslotuntilitstops.

Note:Theferrulemustbeabletoslidefreelyinsidethehole
inthepolishingjig.Ifnot,theferrulemayhaveadhesive
onitwhichneedstobecleanedoffwithalcoholandalint-
freecloth.

17.10 Insertthepolishingweightintotheadapter/jig
assemblycoveringtheconnector.

Note:Theweightshouldpopupslightly(1/16")when
holdingthejigflatagainstthelappingfilm,indicatingthat
theferrulecanmovefreely.
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17.11 Polish10figure-eightstrokesoruntilbeadofadhesive
isnolongervisible.

Note:Donotholdpolishingjigassemblybytheweight
whenpolishing.Holdonlybythetexturedpolishing
adapter.

Note:Becausebeadis3to4timessmallerthanclassichot
meltconnectorsyouwillnotfeelthebeadofadhesivebeing
removedasyoupolish.

IMPORTANT:Makesurethatpolishingjigstaysflaton
lappingfilmatalltimes

17.12 Afterbeadofadhesiveisnolongervisible,polishan
additional5strokes.

17.13 Removetheconnectorfromthepolishingjigassembly
andcleantheconnectorendfacewithalint-freecloth
moistenedwithisopropylalcohol.

17.14 Inspecttheconnectorendfacewiththe200X
Westover™Scientificfiberviewscope.Usethethumb
toggleswitchtoactivatethelightontothefiberend
face.Therearetwolightsettings—coaxialandoblique
anglelighting.
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17.15 GoodPolish(Coaxiallight)

17.16 GoodPolish(Obliquelight)

17.17 BadPolish–Cutorscratchgoingthroughcenterof
core.Inthispicturehalfoffiberismissing.

18.0 SinglemodePolishto–40db

18.1 Completesteps17.0through17.13ofthemultimode
polishbeforeproceedingfurtherwiththesinglemode
polish.

Note:Youmayalsousesteps18.0–18.11toobtaina
cleanercosmeticmultimodepolish.

18.2 Cleanthegrayrectangularpolishingpadwithalint-
freeclothmoistenedwithisopropylalcohol.

IMPORTANT:Donotusetheblack4.5"x5.5"padsfor
thesinglemodeLCpolish.Useonlythepalegraypads
providedinthe3M™LCHotMeltExpansionkit.
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18.3 Placeseveraldropsofalcoholontotherectangular
rubberpad.

18.4 Beforethealcoholevaporates,placeasheetofthe
0.5micronpalegraydiamondlappingfilmonthe
polishingpad,shinysidedown.

18.5 Cleanthelappingfilmwithalint-freeclothmoistened
withisopropylalcohol.

Note:The0.5microndiamondlappingfilmcanbeusedfor
upto10connectors.

18.6 Placeseveraldropsofdistilledwaterontothe
diamondlappingfilm.

18.7 Inserttheconnectorintothepolishingjigassembly.

18.8 Cleantheflatsideofthepolishingjigwithalint-free
clothmoistenedwithisopropylalcohol.

18.9 Placethepolishingjigassemblyonthewetdiamond
lappingfilm.Perform3to4figureeights.

18.10 Leavingthepolishingjigassemblypositionedon
thelappingfilm,rotate180degrees.Perform3to4
additionalfigureeights.
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19.0 SinglemodePolishto–55db

Note:Completesteps17.0through17.13ofthemultimode
polishand18.0through18.11ofthesinglemodepolish
beforeproceedingfurther.

19.1 Placeseveraldropsofalcoholontothesecondgray
rectangularrubberpad.

19.2 Beforethealcoholevaporates,placeasheetofthe
whitefrostedfinallappingfilmonthepolishingpad,
shinysidedown.

19.3 Cleanthelappingfilmwithalint-freeclothmoistened
withdistilledwater.

IMPORTANT:Donotcleanthewhitefrostedlapping
filmwithalcohol.Useonlydistilledwater.

Note:Thefrostedfinallappingfilmcanbeusedforupto5
connectors.

19.4 Placeseveraldropsofdistilledwaterontothefrosted
lappingfilm.

19.5 Cleantheflatsideofthepolishingjigwithalint-free
clothmoistenedwithisopropylalcohol.

19.6 Placethepolishingjigassemblyonthewetfrosted
lappingfilm.Perform4figureeightsonthewet
frostedlappingfilm.
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19.8 Leavingpolishingjigassemblypositionedonthe
lappingfilmrotate180degrees.Perform4additional
figureeights.

19.9 Oncepolishingiscomplete,refertosteps17.14
through17.17oninspectingtheconnectorwiththe
200Xfiberviewscopebeforeproceedingtofinalstep.

20.0 Finishing

20.1 Ifconnectorisnottobeimmediatelyputintoservice,
installtheprotectivedustcap.

21.0 InstallingDuplexYokes
21.1 Duplexyokesmaybemountedafterconnectorhas

beenterminated.

21.2 Withtheanti-snagclipfacingconnectorpresscable
intoslotontheduplexyokeandthenslidetheyokeup
andovertheboot.
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21.3 Taperonthebootwillcausetheyoketospread
allowingthecorrectplacementattherearofthe
connector.

21.4 Pinchthetopandbottomoftheyokeclosedandpress
togethertheouteredgesoftheyoke,snappingfirmly
intoconnector.

21.5 Adesignimprovementincludesalivehingeonthe
bottomoftheduplexyoke(currentlyavailablein
multimode).Thenewduplexyokeswillbeinstalled
inthesamemannerasthecurrentyoke,however,the
livehingeallowstheyoketobere-openedwithout
damage.
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