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having a flat side indicative of the rotational orientation of the
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at one side of the guide hole, corresponding in position to the
flat side of the multicore fiber. Installing the multicore fiber
into the guide hole with its flat side abutting the flat surface
along the side of the guide hole provides alignment of the
cores with respect to an optical component to which the
multicore fiber endface is to be connected.
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BT A CAPRLARY EXTENDING LONGITUDINALLY THROUGH A
FERRULE SUBASSERMELY OF AN OFTIIAL CORMNELTOR

A3%, BOND THE EXPOSED END OF THE MULTICORE FIBER WITHIN
THE FERRULE.

434, TRIM THE FIBER AT THE PERRULE TIP.

235, POLIBH THE TRIMMED FIBER TO PROIUICE A CONVEX
ENDFAGE,

436, ROTATE THE FERRIULE BUBASBEMEBLY ARGUIND TS
LOBIGITUDINAL AR, WATHIN THE OFTICAL COKNEQTGR
HORIRING, UNTH THE PIBER CORESD ARE IN A DESIRED
POSITIGN RELATIVE TO THE OPTICAL CONNECTOR HOUSING,
SUCH THAT A PRECISE ROTATIONAL ALIGNMENT I8 ACHIEVED
.6, WITHRESPECT TO A SEDOND BUATIDORE FIBER
BACHINTED INTO & MATING GPTRIAL CONKEDTOR, QR VETH
BESPECT TG AN ARBAY OF OPTICAL BEVICES,
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449, STRIP AN END PORTION OF THE OPTICAL CABLE, BGABTO
CREATE AN EXPOSED, BARE END OF THE MULTICORE FIBER

443, INSERT THE EXPOBED END PORTION OF THE MULTICORE
FIRER INTO A CAPLLARY BEXTENDING LOMBITUDINALLY
THROUGH & FERBILE SUBARBEMBLY OF A OPTICAL
CONNECTOR, WHEREIN THE FERRULE SUBASSEMBLY 18
BOTATABLY MOUNTED INT0 A COLLAR FITTING ARGUND THE
FERRULE BUBABSEMBLY.

443, BOND THE EXPOSED END OF THE MULTICORE FIBER WITHIN
THE FERRILE,

444, TRIM THE FIBER AT THE FERRULE TP,

448, ?Q&ﬁ%% 'i’i%ﬁ TRIMMED FIBER TO PRODUCE A DONVEX

446, ROTATE THE FERRULE SUBASSENBLY ARGUND T8
LOKGITUIHNAL AXIS, WITHIN THE CULLAR, LUINTHL THE FIBER
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QTEP 541 PROVIOE A MULTICORE FIBER HAVING A FLAT SIDE
INDICATIVE OF THE ROTATIONAL ORIENTATION OF THE CORES
OF THE MELTICORE FiBER.
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FIBER,

WHEREIN THE FERRULE INCLUDES A FLAT SURFACE
EXTENDING ALONG A SIDE OF THE BUIDE HOLE,
CORRESPONDING IN POSITION TO THE FLAT BIDE OF THE
MULTICORE FIBER, AND

WHEREIN THE FLAT SURFACE WITHIN THE FERBLLE
BOOY 1B CONFIGURED SUCH THAT INGBTALLING THE
RMULTICORE FIBER INTQ THE GUIDE HOLE WITH ITS FLAT BIDE
ABUTTING THE FLAT SURFACE ALONG THE BIDE OF THE GIHDE
HOLE, AND WITH A UL TICORE FIBER BENDFACE PROXIMATE
TOTHE FERRULE ERNDFAGE, PRIVIDES ALIGNMENT OF THE
CORES WITH BESFECT TO AR OPTICAL GUMPONENT TQ
WHHOH THE MULTICORE PIBER ENDFACE B TO BE
SONNECTED.

STEP 543; INSTALL THE BULTICORE FIBER INTO THE GUIDE
HOLE WITH ITS FLAT SIDE ABUTTING THE FLAT SURFACE
ALONG THE SIOE OF THE GUIDE BOLE.

S?E?‘ §44: TRIM THE FIBER %I%‘é{}?"A{IZ&, BUCH THAT Y
» : 3 ?‘R{}X i"tﬁ?& ?:} §€}? T §:: %%: Qiﬁ"%: %?@3 'C&

FIG. 54
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STEP 881 PROVIDE A MUETICORE FIBER HAVING A FLAT SIDE
INDICATIVE OF THE ROTATIONAL GRIENTATION OF THE QORES OF
THE ML TICORE PHER.

¥

SYEP 352 PROVIDE AFERBULE THATIS SHAPEDTOFIT INTO A
CONNEUTOR HOUBING HAVING A KEYING FEATURE.

WHEREN THE FERRULE HAVING A GUIDE HOLE
THERETHROUGH, TERMINATING AT A FERRULE ENDFACE, THATIS
BHAPED TO CLOSELY RECEIVE THE BMULTICORE FIBER,

WHEREIN THE FERRIALE INCLUDES A PLAT SURFALE
BXTENDIMG ALONG A ¢ 3 WAE, FOMERNG
B POSITION TO THE FLAT SIDE OF THE MULTHCORE FIBER, AND

et

WHEREIN THE FLAT BURFACE WITHIN THE FERRULE BOOUY IS
SONFEURED SUCH THAT IBTALLING THE MULTIGORE FIBER INTG
THE FERFULE GUIDE HOLE WITH T FLAT QIDE ABUTTING THE FLAY
BURFACE ALONG THE SIDE OF THE GUIDE HOLE ANDWITHA
MULTICORE FIBER ENDFACE PR ATE TOTHE FERRILE
ENDFACE, AND INBTALLIBER THE FERFULE INTO THE HOUSING,
PROVIDES ALMGMNIMENT OF THE CORES WITH RESPECY THE KEYIRG

Y
STEPR §53: INSTALL THE MULTICORE FIBER INTO THE FERRULE
CGHHDE HOLE WATHITS PLAT SIDE ABUTTING THE FLAY BURPFAGE
ALDNG THE BIDE OF THE GUIDE HOLE.

STEP &84 TR AND POUISH THE FIBE

, ENDFACE, BUCH THATIY
TERMNATES PROXIMATE 70 THE FERR

VLE ENDFAGE.

FIG. 55
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STEP 851 PROVIDE A MULTICORE FIBER HAVING A FLAT SIDE
L INDICATIVE OF THE ROTATIONAL ORIENTATION OF THE CORER
| OF THE MULTICORE FIBER.

| STEP 562: PROVIDE AN ALIGNMENT HOUBING HAVING A GUIDE
O HOLE THERETHROUGH, TERMINATING AT A LEAD END OF THE
L ALIGNMENT HOUSING, THAT IS BHAPED TO CLOSELY RECEIVE
| THE MULTICORE FIBER,

WHEREIN THE ALIGNMENT HOUSING INCLUDES AN

| INMER FLAT REFERENCE SURFACE BXTENDING A SIDE OF THE
| GUIDE HOLE, CORRESPONDING I POSITION TO THE FLAT f’yiﬁ}&i

L OOF THE MULTICORE FIBER, AND :

WHEREIN THE REFERENCE BURFAGE 1B QONFIGURED

L OBUCH THAT INSTALLING THE MULTICORE FIBER INTD THE

| GUIDE HOLE WITH ITS FLAT SIDE ABUTTING THE REFERENCE
| BURFACE, AND WITH A MULTICORE FIBER ENDFACE

| PROXIMATE TO THE ENDFACE OF THE ALIGNMENT HOUSING,
| PROVIDES ALIGNMENT OF THE DORES WITH RESPECT TO AN
L OPTICAL COMPONENT TO WHICH THE MULTICORE FIBER

| ENDFACE 18 TO BE CONNECTEDR

STEF 883 INSTALLING THE MULTICORE FIBER INTOD THE GUIDE
HOLEWITH ITE FLAT SIDE ABUTTIMNG THE REFERENCE
| BURFACE.

| STEP 554 TRIMMING AND POLISHING THE FIBER ENDFACE,
| SUCH THAT IT TERMINATES PROXIMATE TO THE LEAD END OF
| THE ALIGNMENT HOUSING.

FIG. 56
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STEP BPL PERFORM BYEPD G01-504 (FIG. B8 FOR FIRBY AND
SECOND FLAT-BIDED MULTICORE FIBERS.

Y

COVIDE MATING ADAPTER HAW ST AND
$Ei‘“ OND ENDS WITH RESPECTIVE | &‘%&T é&?ﬁé@ %ﬁﬁi}%\%ﬁ}

| OPENINGS SHAPED TO CLOSELY RECEIVE THE FIRET AND
| BECOND AUGNMENT HOUSINGS,

| BTEP&73: INSTALL THE FIRST AND SECOND MULTICORE
@iﬁ%ﬁﬁ*‘% INTO THE MATING ADAFTER SUCH THAT THEIR
SLTIVE ENDFACES OF THE FIRET AND SECDND
RE PIESERDG ARE BROUGHT INTOQ ALIGNED
C{}M&EQT N,
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SINGLE-FIBER CONNECTORS FOR
OPTICAL FIBER CABLES

CROSS REFERENCE TO RELATED
APPLICATIONS

The present application is a continuation-in-part of co-
pending U.S. patent application Ser. No. 13/049,780, filed on
Mar. 16, 2011, and co-pending U.S. patent application Ser.
No. 13/049,794, also filed on Mar. 16, 2011.

U.S. patent application Ser. No. 13/049,780 and U.S.
patent application Ser. No. 13/049,794 both claim the priority
benefit of U.S. Provisional Patent Application Ser. No.
61/314,165, filed on Mar. 16, 2010.

The above applications are owned by the assignee of the
present application, and are incorporated herein by reference
in their entirety.

BACKGROUND OF THE INVENTION

1. Field of the Invention

The present invention relates generally to the field of fiber
optics, and in particular to improved connectors for multicore
optical fiber cables.

2. Background Art

The ever increasing demand for high-density, high-speed
parallel optical data links for super computers, data centers,
and the like, has spawned significant interest in passive opti-
cal devices designed to facilitate reliable, cost-effective
deployment. In multi-channel parallel links for super com-
puters and data centers, thousands of optical links may be
utilized, commonly operating at transmission rates in the
range of 1 Gb/s to 10 Gb/s.

In conventional configurations, one-dimensional parallel
optical links typically utilize a 1x12 multimode linear array of
fibers, with each fiber serving as a separate channel. In this
arrangement, the fibers, which are typically on a 250-um
pitch within a ribbon, are terminated into a molded multi-fiber
ferrule, such as a mechanical transfer (MT) ferrule. The MT-
terminated fibers are then used to make connections between
multi-channel VSCEL and PiN photodetector arrays. For
applications requiring a more rugged assembly, jacketed
fibers, typically in a ribbon configuration, are terminated
within MT ferrules that are then placed inside MT-RJ, MPO,
MTP™, or MPX Connector Housings, to produce robust
patch cords.

For even higher densities, manufacturers terminate fibers
into 2D-array MT16, MT24, MT48, MT60, or MT72 ferrules.
However, high-density configurations assembled using stan-
dard single-core fibers have proven to be extremely expensive
to produce, since achieving physical contact between all of
the fibers, when two connectors are mated, requires very
precise control of the polishing process to ensure co-planar-
ity, particularly in variants having a large number of fibers,
such as a 72-fiber ferrule.

As an alternative, to provide the high densities required, a
multicore fiber (MCF), can be used in connectivity products
(i.e. simplex connectors, multi-fiber connectors, and
V-groove arrays) instead of single-core fibers. Using multi-
core fibers allows the number of channels to be increased
significantly, while optimizing space and minimizing com-
ponent costs. However, aligning the cores of fibers with cir-
cular cross sections can present a challenge, requiring rela-
tively expensive continuously tunable connectors or special
alignment methods.

SUMMARY OF THE INVENTION

An aspect of the invention provides an optical fiber cable
connector including a ferrule with a guide hole that is shaped
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to closely receive a multicore fiber having a flat side indicative
of'the rotational orientation of the cores of the multicore fiber.
The ferrule includes a flat surface at one side of the guide hole,
corresponding in position to the flat side of the multicore
fiber. Installing the multicore fiber into the guide hole with its
flat side abutting the flat surface along the side of the guide
hole provides alignment of the cores with respect to an optical
component to which the multicore fiber endface is to be
connected.

A further aspect of the invention is directed to an alignment
housing having a guide hole that is shaped to closely receive
a multicore fiber having a flat side indicative of the rotational
orientation of the cores of the multicore fiber. The alignment
housing includes one or more inner reference surfaces, and
biasing means for urging corresponding surfaces of a loaded
fiber against the references, thereby aligning the fiber cores
with a desired rotational orientation. A further aspect of the
invention provides a mating adapter for connecting first and
second alignment housings.

Further aspects of the invention are directed to techniques
relating to the above connector structures.

BRIEF DESCRIPTION OF THE DRAWINGS

FIGS. 1A and 1B show, respectively, cross section and
isometric diagrams of an exemplary 7-core multicore fiber
(MCF) design described in a co-pending patent application
owned by the assignee of the present application.

FIG. 2A shows a tomographic refractive index profile of
the 7-core MCF shown in FIGS. 1A and 1B.

FIG. 2B shows an image of a hexagonally arranged
VCSEL array that can be used to interface with the outer six
cores of the MCF shown in FIGS. 1A and 1B.

FIG. 2C shows an image of a transmitter subassembly,
comprising four side-by-side VCSEL arrays of the type
shown in FIG. 2B.

FIG. 3 shows an exploded view of a behind-the-wall
(BTW) LC connector according to the prior art.

FIG. 4 shows an exploded view of a jumper LC connector
according to the prior art.

FIG. 5 shows a perspective view of a tuning wrench of a
type suitable for use in conjunction with the connectors
shown in FIGS. 3 and 4.

FIG. 6 shows an exploded view of a BTW LC connector,
according to an aspect of the invention, in which a rotatable
collar is used to provide continuous rotational alignment of a
multicore fiber mounted to the connector.

FIG. 7 shows a close-up view of a rotatable ferrule subas-
sembly, as used in the FIG. 6 connector.

FIG. 8 shows an end view of the rotatable ferrule subas-
sembly shown in FIG. 7.

FIG. 9 shows a rear perspective view of the plug housing of
the FIG. 6 connector.

FIG. 10 shows a jumper LC connector, according to a
further aspect of the invention.

FIGS. 11A-11B contains examples of alternative geom-
etries for a rotatable collar suitable for use in the connectors
shown in FIGS. 6 and 10.

FIG. 12 contains an exploded view ofa BTW LC connector
according to a further aspect of the invention, in which a
ferrule subassembly is housed within a frame that is rotatable
as a unit within the assembled connector.

FIG. 13 shows a close-up view of a retainer element, as
used in the FIG. 12 connector.

FIG. 14 shows an exploded view of the FIG. 12 connector,
partially assembled.
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FIG. 15 shows an exploded view of an L.C jumper version
of the FIG. 12 connector.

FIG. 16 shows an exploded view of the FIG. 15 connector,
partially assembled.

FIG. 17 shows a perspective view of a retainer element
according to a further aspect of the invention, in which the
retainer element is provided with a plurality of bayonet ele-
ments.

FIGS. 18 and 19 show, respectively, perspective views of a
BTW LC connector and jumper connector, in which a retainer
element of the type shown in FIG. 17 is used to hold a ferrule
subassembly within a rotatable frame.

FIG. 20 shows an exploded view of a BTW LC connector
according to a further aspect of the invention, in which a
rear-end retainer element is used to hold a ferrule subassem-
bly within a rotatable frame.

FIG. 21 shows the FIG. 20 connector, partially assembled,
with the rear-end retainer pressed into position.

FIG. 22 shows an exploded view of a jumper LC connector,
according to a further aspect of the invention, in which a
rear-end retainer element is used to hold a ferrule subassem-
bly within a rotatable frame.

FIG. 23 shows an exploded view of the FIG. 22 connector,
partially assembled.

FIG. 24 shows an exploded view of a BTW LC connector,
according to a further aspect of the invention, wherein a
flange extending member and an extender are used to provide
rotational alignment of a multicore fiber mounted into the
connector.

FIG. 25 shows a perspective rear view of the connector
shown in FIG. 24, after partial assembly.

FIG. 26 shows an exploded view of a jumper LC connector,
according to a further aspect of the invention, wherein a
flange extending member and an extender are used to provide
rotational alignment of a multicore fiber mounted into the
connector.

FIG. 27 shows an exploded view of the connector shown in
FIG. 26, after partial assembly.

FIG. 28 shows a perspective view of the connector shown
in FIG. 26, after full assembly.

FIG. 29 shows an exploded view of a standard BTW SC
connector according to the prior art.

FIG. 30 shows an exploded view of a standard jumper SC
connector according to the prior art.

FIG. 31 shows an exploded view of a BTW SC connector,
according to an aspect of the invention, wherein a rotatable
collar is used to provide rotational alignment of a multicore
fiber mounted to the connector.

FIG. 32 shows a close-up view of the ferrule subassembly
from the FIG. 31 connector, installed onto a buffered fiber.

FIG. 33 shows an end view of the ferrule subassembly
shown in FIG. 32.

FIG. 34 shows a rear view of the plug frame from the FIG.
31 connector.

FIG. 35 shows an exploded view of a jumper SC connector,
according to a further aspect of the invention, incorporating a
rotatable collar of the type used in the FIG. 31 connector.

FIGS. 36 A-36B show perspective views of other possible
geometries for a rotatable collar suitable for use in conjunc-
tion with connectors of the type shown in FIGS. 31 and 35.

FIG. 37 contains an exploded view of a BTW SC connector
according to a further aspect of the invention, incorporating a
rotatable cable retention member that snaps into the back of
the plug frame.

FIG. 38 shows a perspective view of the assembled ferrule
subassembly and rotatable retention member from the con-
nector shown in FIG. 37.
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FIG. 39 shows a rear perspective view of a plug frame,
according to a further aspect of the invention.

FIG. 40 shows an exploded view of the connector shown in
FIG. 37, after assembly of the plug frame and the rotatable
cable retention member.

FIG. 41 shows an exploded view of a connector according
to a further aspect of the invention, comprising a jumper
version of the connector shown in FIG. 37.

FIG. 42 shows an exploded view of the FIG. 41 connector,
after assembly of the plug frame, ferrule subassembly, and
rotatable retention member.

FIGS. 43 and 44 show flowcharts of general techniques
according to aspects of the invention.

FIGS. 45A and 45B show, respectively, perspective and
end views of an exemplary high-core-count, flat-sided multi-
core fiber for use in accordance with an exemplary practice of
the invention.

FIGS. 46 and 47 show end views of multicore fibers
according to a further aspect of the invention.

FIG. 48 shows a perspective view of a flat-sided multicore
fiber packaged into a cable, an end of which has been stripped
in preparation for connectorization.

FIGS. 49A and 49B show, respectively, perspective and
end views of a single-fiber mechanical transfer (MT) ferrule
according to an aspect of the invention.

FIGS. 50A and 50B are a series of closeup views of a
portion of the endface of the ferrule shown in FIGS. 49A and
498, illustrating the ferrule guide hole.

FIGS. 51A and 51B show, respectively, perspective and
end views of an exemplary BTW SC connector according to
a further aspect of the invention.

FIGS. 52A-52E are a series of diagrams illustrating an
alignment housing according to a further aspect of the inven-
tion.

FIGS. 53A-53C are a series of diagrams illustrating a fur-
ther aspect of the invention, according to which a mating
adapter is used to connect first and second multicore fibers
that have been installed into alignment housings of the type
shown in FIGS. 52A-52E.

FIGS. 54-57 are a series of flowcharts illustrating tech-
niques according to various aspects of the invention.

DETAILED DESCRIPTION

Aspects of the invention are directed to connectors for use
with multicore fiber cables. As used herein, the term “multi-
core fiber” (MCF) refers generally to an optical fiber having a
plurality of individual cores that extend longitudinally
through a common cladding, thereby providing a correspond-
ing plurality of parallel data transmission channels. Various
exemplary MCF's are depicted herein, having different cross-
sectional profiles, characterized by the number of cores, the
configuration of cores in a one-dimensional or two-dimen-
sional array, and the shape of the fiber’s outer perimeter. It
will be appreciated that the structures and techniques
described herein may be implemented using MCFs having
configurations different from those specifically depicted
herein.

The present specification is divided into two sections:

Section A describes connector structures and techniques
that are applicable to MCFs having circular cross-sectional
profiles, as well as to MCFs having other types of cross-
sectional profiles. Section A has been taken from U.S. patent
application Ser. No. 13/049,780, from which the present
application claims priority.

Section B describes connector structures and techniques
that are used in conjunction with an MCF having one or more
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flat sides. The structures and techniques described in Section
B may be practiced in combination with, or in addition to,
structures described in Section A.

Section A

Section A is directed to simplex (i.e., single-fiber) connec-
tors for use with single-mode and multimode multicore fibers.
As discussed below, a connector of the type described herein
is mounted to the end of a multicore fiber cable. The connec-
tor provides plug-in connectivity between the multicore fiber
cable and an optical transmission device having a mating
socket. When the connector is plugged into the socket, an
endface of the cabled multicore fiber is urged against a cor-
responding surface within the socket. Alternately, the multi-
core fiber could be connected to another multicore fiber, via a
pass-through adapter, with connectors installed into opposing
ends of the adapter.

One application for simplex connectors of the type
described herein is in a multi-channel transmission system, in
which segments of multicore fiber are butt-coupled with spe-
cially designed 2-dimensional VCSEL and PiN photo detec-
tor arrays to facilitate simultaneous transmission over several
cores, within each fiber. Such a transmission system is
describedin U.S. Prov. Pat. App. Ser. No. 61/314,184, filed on
Mar. 16, 2010, which is owned by the assignee of the present
application, and which is incorporated herein by reference in
its entirety.

FIGS. 1A and 1B show, respectively, cross section and
isometric diagrams of an exemplary 7-core MCF 10,
described in U.S. Prov. Pat. App. Ser. No. 61/314,181, filed on
Mar. 16, 2010, which is owned by the assignee of the present
application, and which is incorporated herein by reference in
its entirety. MCF 10 comprises an array of seven core regions
124-g within a common cladding region 14. A first core
region 12a is located at the center of the fiber. Six of the core
regions 12b-g are arranged as a hexagon 16 surrounding
central core 12a. The seven core regions 12a-g are configured
to carry respective light transmissions down the length of
MCEF 10 along a longitudinal axis 18 thereof.

MCEF 10 is fabricated, using a stack-and-draw technique,
from seven graded-index LaserWave fiber core rods arranged
in a hexagonal array. The drawn fiber has 26-um core diam-
eters, a 39-um core-to-core pitch, and a circular outer clad-
ding having a diameter of 125 pm, which is compatible with
conventional optical connectivity products. It will be appre-
ciated that the present description of aspect of the invention is
also applicable to single-mode multicore fibers, as well as to
multicore fibers having different outer diameters and outer
cladding shapes. For example, while the outer cladding
shown in FIGS. 1A-1B has a circular cross section, the struc-
tures and techniques described herein could also be used in
conjunction with fibers having elliptical cross sections. (In-
deed, a circle can be viewed as a special case of an elliptical
geometry.)

FIG. 2A shows a tomographic refractive index profile 20 of
the 7-core MCF 10. FIG. 2B shows an image of a hexagonally
arranged VCSEL array 22 that can be used to interface with
the outer six cores of the MCF. FIG. 2C shows an image of a
transmitter subassembly 24, comprising four side-by-side
VCSEL arrays 22, each array comprising six VCSELs. Such
a device could be used to transmit through the six outer cores
of a 7-core multicore fiber. Of course, other core counts and
VCSEL configurations are possible, e.g., 2x2, etc.

According to an aspect of the invention, described below, a
multicore fiber is terminated within the cylindrical ferrule of
a simplex connector, such as an LC, FC, MU, ST, or SC
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connector, or the like. Using a 2-dimensional VCSEL array,
such as array 22 shown in FIG. 2B, it is possible to realize
parallel transmission down multiple channels in the same
space required to conduct single-channel transmissions via a
conventional single-core fiber. Of course, since multicore
fibers with any number of cores can be produced, multicore
connectors with various channel counts are possible.

In order to facilitate signal transmission, each core in the
simplex connector has to be precisely aligned with a corre-
sponding VCSEL of an active device. For mated connectors,
the corresponding cores (i.e. transmission paths) of the mul-
ticore Fiber must terminate at precisely aligned locations
within the opposing connector.

Aspects of the invention are directed to multicore fiber
connectors that facilitate core-to-device and core-to-core
alignment. As described below, a connector system according
to an aspect of the invention provides continuous rotational
alignment of a multicore fiber with respect to a second ele-
ment by providing a ferrule frame assembly in which an end
of the multicore fiber is rotatably mounted. According to a
further aspect of the invention, after alignment, the rotational
orientation of the multicore fiber is then fixed relative to the
ferrule axis. Rotational alignment structures according to
aspects of the invention are described in the context of L.C-
type and SC-type connectors. Both behind-the-wall (BTW)
and jumper (i.e., patch cord) variants are presented.

The optical performance of a connection between mated
multicore connectors depends, in large part, on the accuracy
with which the corresponding cores of the two multicore
Fiber endfaces are aligned. A number of conditions affect the
alignment of the multicore fiber endfaces, including lateral
offset, angular offset, and longitudinal offset.

Contributing factors to lateral and angular offset include:
ferrule outside diameter tolerances, ferrule-capillary concen-
tricity relative to the ferrule outside diameter, ferrule-capil-
lary angularity relative to the ferrule outside diameter, fiber
diameter to ferrule-capillary clearance, fiber core positional
error, and core orientation relative to connector keying fea-
tures. These factors are addressed via tight dimensional con-
trol of the ferrule and fiber geometries, and the application of
the rotatable connector components and associated structures
and techniques described herein.

Longitudinal offset between the multicore fiber cores is
influenced by a number of factors, including: axial force on
the multicore fiber endfaces (e.g., due to spring-loading),
radius of curvature of the ferrules, apex offset of the spherical
ferrule endfaces, and fiber protrusion or undercut from the
ferrule endfaces. To ensure that all cores of the mated multi-
core connectors physically contact, assuming rotational
alignment has been achieved, it is imperative that both the
ferrule contact force and endface geometry of the connectors
be controlled.

After polishing, the multicore fibers will have a convex
shape; therefore, the contact force must be sufficient to mate
the cores with some minimal force. The radius of curvature of
the ferrule endfaces should typically be greater than 7 mm,
the fiber protrusion should typically range from —0.125 pm to
+4.0 um, the apex offset of the endface should typically be
less than 70 pM, and the contact force on the ferrules should
be greater than 4.1 N, to ensure core-to-core contact is main-
tained during operation.

For the purposes of the present discussion, it is assumed
that the described connectors are used in conjunction with an
optical fiber cable containing a single multicore fiber. How-
ever, it will be apparent that the described structures and
techniques may also be used in conjunction with optical fiber
cable containing a plurality of fibers and fiber types.
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It will be appreciated that the present examples of various
practices of the invention are illustrative, rather than limiting,
and that the described structures and techniques may be
applied, with suitable modification as needed, to other types
of optical fiber cables and connectors.

The description of aspects of the invention is organized into
the following sections, in which a number of different prac-
tices of the invention are presented:

1. Multicore Simplex Connectors: LC-Type

1.1 Prior-Art LC Connectors

1.2. LC Connector with Rotatable Flange Collar

1.2.1. Polygonal-Shaped Collar

1.2.2. Other Collar Geometries

1.3. LC Connector with Rotatable Frame

1.3.1. Rotatable Frame with Front-End Press-Fit
Retainer

1.3.2. Rotatable Frame with Bayonet-Style Retainer

1.3.3. Rotatable Frame with Rear-End Press-Fit
Retainer

1.4. LC Connector with Extended Flange

2. Multicore Simplex Connectors: SC-Type

2.1. Prior-Art SC Connectors

2.2. SC Connector with Rotatable Flange Collar

2.2.1. Collar with Keyways or Keys
2.2.2. Other Collar Geometries
2.3. SC Connector with Rotatable Cable Retention Mem-
ber
2.3.1. Rotatable Retention Member with Keys

3. Techniques

1. Multicore Simplex Connector: LC-Type

1.1. Prior-Art LC Connectors

Section 1.1 has been included in order to provide context
for the sections that follow.

Generally speaking, an optical fiber connector is a
mechanical device that is mounted to an end of an optical fiber
cable in order to provide an easy way to connect the cable end
to, and disconnect the cable end from, a device having a
suitably shaped socket.

The mounting of a connector to the end of an optical fiber
cable is a multistep process. First, an end of the optical fiber
cable is prepared by stripping away the outer protective layers
to expose a length of bare optical fiber. The bare fiber is then
threaded down the length of a capillary extending longitudi-
nally through a ferrule subassembly, with the end of the bare
fiber positioned at the tip of the ferrule.

The ferrule subassembly is loaded into a plug housing,
which is shaped to “snap” into a suitably shaped socket,
bringing the optical fiber endface at the ferrule tip into opera-
tional proximity to a corresponding surface contained within
the socket (such as, for example, the above-described array of
optical devices) or into direct contact with the optical fiber
endface of another connector.

FIG. 3 shows an exploded view of a behind-the-wall
(BTW) LC connector according to the prior art. LC connector
30 comprises the following components, from left to right:
plug housing 31; ferrule subassembly 32; spring 33; extender
34; and buffer boot 35. For the purposes of the present dis-
cussion, the adjectives “front” and “lead” refer to the plug end
of a connector (i.e., the left side of FIG. 3). The adjectives
“rear” and “tail” refer to the boot end of a connector (i.e., the
right side of FIG. 3). Components 31-35 share a common
longitudinal axis 36.

In the assembled connector 30, the ferrule subassembly 32,
the cable end mounted thereto, “floats” along longitudinal
axis 36 within an enclosure comprising plug housing 31,
extender 34, and buffer boot 35. Spring 33 provides spring-
loading of the ferrule subassembly 32 within the enclosure,
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such that the ferrule-flange assembly 32 is biased toward the
front end of plug housing 31. Boot 35 relieves mechanical
strain on the optical fiber cable.

Ferrule subassembly 32 includes a ferrule 322, a receptacle
325, and tubing 326. The ferrule 322 has a precision hole
extending down its length along axis 36. The hole is shaped to
closely receive a bare optical fiber from a stripped end of an
optical fiber cable (not shown). The bare fiber is trimmed at
the ferrule tip 321 and polished, resulting in an exposed fiber
endface having a convex perimeter. Receptacle 325 includes
a hexagonal flange 324 having a pair of slots 323 in its
perimeter.

‘When connector 30 is fully assembled, the ferrule tip 324 is
accessible through an opening 311 at the front of the plug
housing 31. The plug housing 31 includes a latch arm 312 that
is used to releasably lock the connector into a corresponding
socket (not shown).

When connector 30 is fully assembled, the hexagonal
flange 324 is seated in a corresponding hexagonal cavity
within plug housing 31, thereby preventing rotation of the
flange/ferrule assembly 32 around axis 36.

FIG. 4 shows an exploded view of a jumper L.C connector
40 according to the prior art. LC connector 40 comprises the
following elements, from left to right: plug housing 41, fer-
rule subassembly 42; spring 43, cable retention member 44;
crimp/sleeve subassembly 45; and strain-relief boot 46. It will
be seen that the components of jumper LC connector 40
generally correspond to the components of BTW LC connec-
tor 30, shown in FIG. 1. In particular, it will be seen that the
above description of the elements of plug housing 31 and
ferrule subassembly 32 in BTW LC connector 30 apply
equally to plug housing 41 and ferrule subassembly 42 in
jumper LC connector 40.

FIG. 5 shows a perspective view of a tuning wrench 50 that
can be used to rotate the ferrule subassembly 32, 42 around its
longitudinal axis in an assembled connector 30, 40, in order to
improve core alignment. As shown in FIG. 5, tuning wrench
50 includes a hollow shaft 51 having an opening 52 therein
that fits through the plug housing opening 311, 411, and
around the ferrule 322, 422. Teeth 53 engage flange slots 323,
423.

In use, tuning wrench 50 pushes the ferrule subassembly
32, 42 along its longitudinal axis toward the tail end of the
assembled connector 30, 40, such that spring 33, 43 is
depressed, and such that hexagonal flange 325, 425 is
unseated from its receiving cavity in plug housing 31, 41.
Once the flange 325, 425 is unseated, the ferrule subassembly
32, 42 can then be freely rotated around its longitudinal axis.
Releasing the tuning wrench 50 causes the hexagonal flange
325, 425 to be reseated in its receiving cavity. It will be
appreciated that the ferrule subassembly 32, 42 can be only
rotated to one of six orientations (i.e., 60-degree positional
tuning) relative to the plug housing 31, 41, corresponding to
the six possible rotations of the flange 325, 425 within its
corresponding hexagonal cavity.

1.2. LC Connector with Rotatable Flange Collar

1.2.1. Polygonal-Shaped Rotatable Flange Collar

FIG. 6 shows an exploded view of a BTW LC connector 60
according to an aspect of the invention. Connector 60 com-
prises the following components (from left to right): plug
housing 61 with opening 611 and latch arm 612; rotatable
flange collar 62; ferrule subassembly 63; tubing 64; spring
65; extender 66; and buffer boot 67. Components 61-67 share
a common longitudinal axis 68.

Ferrule subassembly 63 comprises ferrule 632, which is
mounted into the front end of receptacle 630. Ferrule 632
includes a precision hole along longitudinal axis 68. This hole
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is dimensioned to closely receive a bare optical fiber from a
stripped end of an optical cable.

Receptacle 630 includes a tapered lead end 634 with an
opening therein into which ferrule 632 is seated, and a plu-
rality of slots 633, which are configured to be engaged by a
tuning wrench of the type shown in FIG. 5. Receptacle 630
further includes a cylindrical barrel section 635 and a flange
636.

Collar 62 has an opening therein 621 that is dimensioned to
fit closely around barrel section 635, while allowing ferrule
subassembly 63 to be rotated within collar opening 621,
around longitudinal axis 68. In the assembled connector 60,
collar 62 butts up against flange 636. In addition, in the
assembled connector 60, collar 62 is seated into a correspond-
ingly shaped cavity within plug housing 61. An example of
such a cavity is shown in FIG. 9, discussed below. Thus, collar
62 provides a mechanical interface between the ferrule sub-
assembly 63 and the plug housing 61.

FIG. 7 shows a close-up view of an assembled ferrule
subassembly 70, comprising collar 62, ferrule subassembly
63, tubing 64, and an installed buffered multicore fiber 71.
From FIG. 7, it can be seen that when assembled, ferrule 632
and tapered lead end 634 of receptacle 630, including slots
633, protrude through the opening in collar 62. In accordance
with the above discussion, the outer layers of fiber 71 are
stripped away to expose a bare multicore fiber that is threaded
through a precision hole in ferrule 632 and held in position
using epoxy or other suitable adhesive. The end of the fiber is
trimmed and polished to create a convex fiber endface at
ferrule tip 631.

Once the fiber is terminated and polished, the collar 62 can
be rotated relative to assembly 63, to allow the cores of the
multicore fiber to be aligned in the desired orientation. FIG. 8
shows an end view of assembled ferrule subassembly 70, in
which the collar 62 is positioned so that a particular core of
fiber 71 is directly adjacent to one of the flat sides of the
hexagonal collar 62.

In one scenario, the hex collar 62 is held fixed in a fixture
while the ferrule subassembly 63 is rotated within the collar
62. Once the collar 62 is in the desired position relative to the
ferrule subassembly 63, it can be held in position with epoxy
or other suitable adhesive. Alternatively, the collar 62 can be
configured to provide a light press fit onto the flange barrel
section 635, which would inhibit rotation after orientation.
Once the flange collar 62 is oriented, the flange/ferrule assem-
bly can be installed into the connector plug housing 61.

FIG. 9 shows a rear perspective view of plug housing 61,
the interior of which includes a tightly toleranced internal
hexagonal cavity 613. The hex collar 62 holds the ferrule
subassembly 63 in the desired orientation, relative to the
connector cantilever latch 612 located on the top of the hous-
ing 61.

Alternatively, the ferrule subassembly 63 and the other
connector components (i.e. housing, spring, extender, etc.)
can be fully assembled and a special LC tuning wrench, like
that shown previously in FIG. 5, could be used to orient the
ferrule subassembly 63 relative to the collar 62. The tuning
wrench engages slots 633 and allows the user to rotate the
ferrule flange barrel relative to the hex collar (and housing).

FIG. 10 shows the jumper LC connector 100 employing the
above-described structures. LC connector 100 comprises the
following elements, from left to right: plug housing 101;
rotatable collar 102; ferrule subassembly 103; tubing 104;
spring 105, cable retention member 106; crimp/sleeve subas-
sembly 107; and strain-relief boot 108.

The above-described orientation techniques with respect to
BTW connector 60 (FIG. 6) are equally applicable to jumper
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connector 100. Jumper components (i.e., cable-retention
member 106, crimp-sleeve subassembly 107, and strain-re-
lief boot 108) are used in place of their BTW counterparts.

1.2.2. Other Collar Geometries

Other collar geometries are also feasible. The hexagonal
shape is just one of many possible polygonal shapes, includ-
ing, for example, square, rectangular, triangular, and the like.
The rotatable collar could also be D-shaped or double-D
shaped. The internal geometry of the plug housing would be
changed to match the collar geometry. FIGS. 11A-11B con-
tains examples of alternate collar geometries 110, 115.

1.3. LC Connector with Rotatable Frame

1.3.1. Rotatable Frame with Front-End Press-Fit Retainer

FIG. 12 contains an exploded view of a BTW LC connector
120 according to a further aspect of the invention, in which a
ferrule subassembly is housed within a frame that is rotatable
as a unit within the assembled connector. Connector includes
the following elements (left to right): plug housing 121;
retainer 122; ferrule subassembly 123; tubing 124; spring
125; rotatable frame 126; and buffer boot 127. Frame 126 has
a substantially cylindrical shape, and has a cavity therein
shaped to receive the ferrule subassembly 123.

FIG. 13 shows a close-up view of a retainer 122, which is
press-fit into the mouth of frame 126 to retain the ferrule
subassembly 123, tubing 124, and spring 125 within the
frame 126. The retainer has an internal geometry (e.g., hex,
square, rectangular, D, double-D, etc.) which matches the
shape of the ferrule subassembly 123.

FIG. 14 shows an exploded view of connector 120, in
which the ferrule subassembly 123, tubing 124, and spring
125 have been loaded into frame 126, and in which press-fit
retainer 122 has been seated in the mouth of frame 126 to
form a unit 140 having a front end that fits into housing 121
and a rear end that fits into buffer boot 127.

Once the connector 120 has been assembled onto a multi-
core fiber, the fiber cores can be oriented relative to the latch
arm on the housing by rotating frame 126 relative to the
housing 121. Once the fiber cores are in the desired position
relative to the connector housing 121, the frame 126 can be
held in position with epoxy.

FIG. 15 shows an exploded view of the L.C Jumper version
of the rotatable frame assembly concept. Connector 150
includes the following elements (left to right): plug housing
151: retainer 152; ferrule subassembly 153; spring 154; rotat-
able frame 155; crimp/sleeve subassembly 156 and buffer
boot 157. Frame 126 has a substantially cylindrical shape, and
has a cavity therein shaped to receive the ferrule subassembly
123.

FIG. 16 shows partially assembly connector 150, including
the assembled rotatable frame assembly 160, comprising
components 152-155, with the press-fit retainer 52 in place.
The orientation method is the same as that employed for the
BTW connector 120 (FIGS. 12-14) discussed above; how-
ever, LC jumper components are used.

1.3.2. Rotatable Frame with Bayonet-Style Retainer

FIG. 17 shows a perspective view of a retainer 170 accord-
ing to a further aspect of the invention, in which the retainer
170 is provided with a plurality of bayonet elements (e.g.,
retainer tabs) 171 that are configured to lock into mating
bayonet elements (e.g., receiving slots) on a rotatable frame
of the type described above.

FIGS. 18 and 19 show, respectively, perspective views of a
BTW connector 180 and jumper connector 190. Connectors
180, 190 include a unit 182, 192 comprising a rotatable frame
into which a ferrule subassembly has been loaded, and into
which a bayonet-style retain of the type shown in FIG. 17 has
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been inserted and rotated, with retainer tabs captured by
corresponding bayonet slots 1821, 1921.

The retainer captures the ferrule subassembly within the
rotatable frame, thus performing the function of the press-fit
retainer described above.

The front end of the assembled unit 182, 192 is inserted
into the plug housing 181, 191, and the rear end of the
assembled unit 182, 192 is inserted into boot 183 in connector
180 and into crimp/sleeve subassembly 193 and boot 194 in
connector 190.

1.3.3. Rotatable Frame Assembly with Rear-End Press-Fit
Retainer

In an alternate embodiment, the ferrule subassembly and
spring are captured within the rotatable frame assembly by a
press-fit retainer installed at the rear end.

FIG. 20 shows an exploded view of a BTW connector 200
according to this aspect of the invention. Connector 200 com-
prises the following components: plug housing 201; rotatable
frame 202; ferrule subassembly 203; spring 204; press-fit
retainer 205; and buffer boot 206.

FIG. 21 shows an exploded view of connector 200, in
which rotatable frame 202, ferrule subassembly 203, spring
204, and press-fit retainer 205 have been assembled together
into a single unit.

FIG. 22 shows an exploded view of a jumper LC connector
220 according to this aspect of the invention. Connector 220
comprises the following components: plug housing 221;
rotatable frame 222; ferrule subassembly 223; spring 224;
press-fit retainer 225; crimp/sleeve subassembly 226; and
strain-relief boot 227.

FIG. 23 shows an exploded view of connector 220, in
which rotatable frame 222, ferrule subassembly 223, spring
224, and press-fit retainer 225 have been assembled together
into a single unit.

1.4. LC Connector with Extended Flange

According to a further aspect of the invention, an extended
ferrule/flange and a rotatable extender are used to provide
continuous rotational alignment of the ferrule subassembly
within a multicore fiber cable connector. As described below,
the use of an extended ferrule flange and rotatable extender
allows the rotational alignment of the ferrule subassembly to
be controller from the boot end of the connector.

FIG. 24 shows an exploded view of a BTW LC connector
240 according to a further aspect of the invention. From left to
the right, the connector 240 comprises the following ele-
ments: plug housing 241, extended ferrule subassembly 242,
spring 243, rotatable extender 244, and boot 245.

Ferrule subassembly 242 includes at its rear end a flange
extension member 2421, which has an opening 2422 (FIG.
25) therethrough that is dimensioned to receive the lead end
of a buffered fiber.

In the depicted example, the flange extension member
2421 has a hexagonal outer perimeter, but other polygonal
shapes could also be used, e.g., square, rectangle, or the like.
The flange extension member 2421 could also have a
D-shaped or double D-shaped perimeter. Further, the flange
extension member 2421 could be fabricated as a single unit
with other components of subassembly 242.

The internal geometry 2441 of rotatable extender 244 com-
prises a closely toleranced hole, having the same shape as the
outer perimeter of the flange extension member 2421, allow-
ing a slip fit between the two components.

FIG. 25 shows a perspective rear view of the partially
assembled connector 240, illustrating how the flange exten-
sion 2421 fits into the rotatable extender 244. It will be seen
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that the rotatable extender 244, the flange extension member
2421, and the ferrule subassembly 242 rotate as a unit relative
to the plug housing 241.

Once the fiber is terminated and polished, the rotatable
extender 244 can be rotated relative to the plug housing 241,
which causes the flange extension member 2421 to rotate
around the ferrule axis, allowing the cores of the multicore
fiber to be aligned in the desired rotational orientation. Once
the fiber cores are in the desired position relative to the latch
arm on the connector housing 241, the extender 244 can be
held in position with epoxy.

FIG. 26 shows an exploded view of a jumper LC connector
260 incorporating the above-described flange extension and
rotatable extender. Connector 260 comprises: plug housing
261; ferrule subassembly 262 with extension member 2621
spring 263; cable-retention rotatable extender 264 with open-
ing 2641; crimp/sleeve subassembly 265; and strain-relief
boot 266.

FIG. 27 shows an exploded view of jumper L.C connector
260, after partial assembly, in which the extension member
2621 engages the hexagonal internal opening 2641 of the
rotatable extender 264.

When the cable-retention rotatable extender 264 is rotated
relative to the plug housing 261, the ferrule subassembly 262
and extension member 2621 will also rotate. Therefore, the
orientation technique basically the same as that employed for
the BTW connector 240 (FIG. 24) discussed above.

FIG. 28 shows a perspective view of connector 260, after
full assembly. With the crimp/sleeve subassembly 265 and
strain-relief boot 266 permanently installed, the fiber cores
can be oriented relative to the latch arm 2611 on the plug
housing 261 by rotating the boot 266 relative to the housing
261. Once the cores are in the desired orientation, the rotat-
able extender 264 can be fixed relative to the housing 261
using epoxy.

2. MULTICORE SIMPLEX CONNECTORS: SC-TYPE

The above-described structures and techniques are also
applicable to SC-type connectors. A brief description of
prior-art SC connectors is provided for context, followed by a
discussion of a number of designs according to various
aspects of the invention.

2.1. Prior-Art SC Connectors

FIG. 29 shows an exploded view of a standard BTW SC
connector 290 according to the prior art. Connector 290 com-
prises the following elements, listed from left to right: grip
291; plug housing 292; ferrule subassembly 293; tubing 294;
spring 295; cable retention member 296; and buffer boot 297.

Ferrule subassembly 293, comprises a ferrule and a recep-
tacle having a flange with at least one keyway 2931. Ferrule
subassembly 293 sits within plug housing 292 which has
matching internal keys 3121 (FIG. 34), to inhibit rotation of
the ferrule subassembly 293 relative to the plug housing 292.
Some SC ferrule flange designs utilize up to four keyways,
allowing the ferrule subassembly 293 to be installed in one of
four positions (i.e. 90-degree positional tuning), relative to
the plug housing 292, to improve core-to-core alignment.

FIG. 30 shows an exploded view of a standard jumper SC
connector 300 according to the prior art. Connector 300 com-
prises the following elements, listed from left to right: grip
301 (including key(s) 3011); plug housing 302; ferrule sub-
assembly 303; tubing 304; spring 305; cable retention mem-
ber 306; crimp/sleeve subassembly 307; and strain-relief boot
308.

2.2. SC Connectors with Rotatable Flange Collar

2.2.1. Collar with Keyways or Keys

FIG. 31 shows an exploded view of a BTW SC connector
3100 according to a further aspect of the invention. Connector
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3100 comprises the following elements, from left to right:
grip 3101 with key(s) 3120; plug housing 3102; rotatable
collar 3103; ferrule subassembly 3104; tubing 3105; spring
3106 cable retention member 3107; buffer boot 3108.

In the embodiment shown, the rotatable collar 3103 fea-
tures two keyway cutouts 3121. Alternative versions, with
only one keyway or several keyways, are also feasible.

FIG. 32 shows a close-up of collar 3103, ferrule subassem-
bly 3104, and tubing 3105, installed onto a buffered fiber
3200. Once the fiber 3200 is terminated and polished, the
ferrule subassembly 3104 can be rotated relative to the collar
3103, to allow the cores of the multicore fiber 3200 to be
aligned in the desired orientation.

FIG. 33 shows an end view of a unit 330 comprising the
assembled collar 3103, ferrule subassembly 3104, tubing
3105, and fiber 3200. Collar 3103 is positioned so that a
particular core of multicore fiber 3200 is directly adjacent to
one of the collar flats 3301. In one likely scenario, the rotat-
able collar 313 is held fixed in a fixture while the ferrule flange
barrel is rotated within the collar 313. Once the collar 313 is
in the desired position relative to the ferrule flange barrel, it
can be held in position with epoxy. Alternatively, the collar
313 could be designed to provide a light press fit onto the
ferrule, which would inhibit rotation after orientation.

FIG. 34 shows a rear view of the plug housing 312. Once
the flange collar 313 is oriented, the flange assembly can be
installed into the plug housing 312, which features keys 3120,
which mate with the keyways of the rotatable flange collar.
The internal keys hold the flange assembly in the desired
orientation, relative to the plug housing. After the connector is
completely installed onto the fiber cable, the SC grip, which
has a key 3111 on top, is installed to complete keying of the
connector.

FIG. 35 shows an exploded view of a jumper SC connector
350 incorporating the above-described rotatable collar. Con-
nector 350 comprises the following elements, from left to
right: grip 351 with key(s); plug housing 352; rotatable collar
353; ferrule subassembly 354; tubing 355; spring 356; cable
retention member 357; crimp/sleeve subassembly 358, and
buffer boot 359.

The orientation technique is the same as that employed for
the BTW connector; however, SC jumper components are
used.

2.2.2. Other Collar Geometries

Alternative collar geometries are also feasible. The flange
collar with keyways is just one of many possible configura-
tions. In alternate embodiments, the flange collar could fea-
ture keys and matching keyways could be placed in the plug
housing. Also, it is feasible to use flange collars having other
polygonal shapes, e.g., square, rectangular, triangular, and the
like. The collar could also be D-shaped or double-D shaped.
Here again, the internal geometry of the plug housing would
be changed to match the collar geometry.

FIGS. 36A and 36B show perspective views of other pos-
sible collar geometries 360, 365.

2.3. SC Connector with Rotatable Cable Retention Mem-
ber

2.3.1. Rotatable Retention Member with Keys

FIG. 37 contains an exploded view of a BTW SC connector
370 that features a rotatable cable retention member that
snaps into the back of the plug housing. Connector 370 com-
prises the following elements, from left to right: grip 371 with
key(s); plug housing 372; ferrule subassembly 373; tubing
374; spring 375; retention member 376; and buffer boot 377.

The ferrule subassembly 373, tubing, and spring 375 are
captured within the plug housing 372 by the retention mem-
ber 376.
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FIG. 38 shows a perspective view of a unit 380 comprising
the following assembled components: ferrule subassembly
373, tubing 374, spring 375, and rotatable retention member
376. The retention member 376 has two keys 3761 extending
from its forward end, which engage keyways 3731 on the
ferrule flange 373. However, other embodiments, in which
the retention member features only one key or several keys,
are also feasible.

The plug housing 390 shown in FIG. 39, does not feature
internal keys. Therefore, when the retention member is
rotated relative to the plug housing, the ferrule subassembly
373 is free to rotate as well.

FIG. 40 shows the partially assembled connector 370,
including unit 400 formed by snapping unit 380 (FIG. 38) into
place within plug housing 372. Once the fully assembled
connector is installed onto a multicore fiber, the fiber cores
can be oriented relative to the plug housing, by simply rotat-
ing the retention member relative to the plug housing 372.
Once the fiber cores are in the desired position relative to the
connector housing, the rotatable retention member can be
held in position with epoxy, placed in the slots at the rear of
the plug housing.

FIG. 41 shows an exploded view of a connector 4100
comprising a jumper version of the rotatable retention mem-
ber concept. Connector 4100 comprises the following com-
ponents, left to right: grip 4101; plug housing 4102; ferrule
subassembly 4103; spring 4104; rotatable cable retention
member 4105; crimp/sleeve subassembly 4106; and strain-
relief boot 4107.

FIG. 42 shows the partially assembled connector 4100,
including unit 4200 comprising ferrule subassembly 4103,
spring 4104, and rotatable cable retention member 4105
snapped into place within housing 4102. The orientation
method is the same as that employed for the BTW connector;
however, SC jumper components are used.

3. General Techniques

FIGS. 43 and 44 show flowcharts of general techniques
430, 440, according to aspects of the invention. It should be
noted that FIGS. 43 and 44 are intended to be exemplary,
rather than limiting. The present invention may be practiced
in a number of different ways, using different combinations of
some or all of the elements set forth in these drawings, as well
as combinations including elements not explicitly set forth in
these drawings.

FIG. 43 shows a flowchart of a technique 430 for providing
aligned connectorization for an optical cable containing a
multicore fiber.

Technique 430 comprises the following steps:

431: Strip an end portion of the optical cable, so as to create
an exposed, bare end of the multicore fiber.

432: Insert the exposed end portion of the multicore fiber
into a capillary extending longitudinally through a ferrule
subassembly of an optical connector.

433: Bond the exposed end of the multicore fiber within the
ferrule.

434: Trim the fiber at the ferrule tip.

435: Polish the trimmed fiber to produce a convex endface.

436: Rotate the ferrule subassembly around its longitudinal
axis, within the optical connector housing, until the fiber
cores are in a desired position relative to the optical connector
housing, such that a precise rotational alignment is achieved.

In step 436, the precise rotational alignment may be
achieved, for example, with respect to a second multicore
fiber mounted into a mating optical connector, or with respect
to an array of optical devices.
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FIG. 44 shows a flowchart of a technique 440 providing
aligned connectorization for an optical cable containing a
multicore fiber.

Technique 440 comprises the following steps:

441: Strip an end portion ofthe optical cable, so as to create
an exposed, bare end of the multicore fiber.

442: Insert the exposed end portion of the multicore fiber
into a capillary extending longitudinally through a ferrule
subassembly of an optical connector, wherein the ferrule
subassembly is rotatably mounted into a collar fitting around
the ferrule subassembly.

443: Bond the exposed end of the multicore fiber within the
ferrule.

444: Trim the fiber at the ferrule tip.

445: Polish the trimmed fiber to produce a convex endface.

446: Rotate the ferrule subassembly around its longitudinal
axis, within the collar, until the fiber cores are in a desired
position relative to the collar.

447: Install the aligned ferrule subassembly into the optical
connector housing, whereby a precise rotational alignment is
achieved.

In step 447, the precise rotational alignment may be
achieved, for example, with respect to a second multicore
fiber mounted into a mating optical connector, or with respect
to an array of optical devices.

Section B

Section B is directed to connector structures and tech-
niques for use with flat-sided MCFs.

As used herein, the term “flat-sided MCF” generally refers
to an MCF having a cross-sectional profile with one or more
flat sides. Where all of the sides of the MCF are flat, the MCF
has a polygonal profile, i.e., rectangular, hexagonal, or the
like. A flat-sided MCF may also have a profile with one or
more flat sides and one or more curved sides. Such profiles
include, for example, D-shaped profiles, double D-shaped
profiles, and the like. The term “round MCF” generally refers
to an MCF having a substantially circular outer perimeter.

According to aspects of the invention described below, the
one or more flat sides of a flat-sided MCF are used to provide
alignment for the array of MCF cores. It is important to note
that the structures and techniques described in Section B may
be combined with structures and techniques disclosed in Sec-
tion A. It will be appreciated that although the aspects of the
invention discussed in Section A are described with respect to
round MCFs, those structures and techniques do not require a
particular shape for the MCF cross-sectional profile.

It is noted that exemplary flat-sided MCF's are described in
U.S. patent application Ser. No. 13/049,794, of which the
present application is a continuation-in-part, and which is
incorporated herein by reference in its entirety. It will be
appreciated that structures and techniques discussed in Sec-
tion B may be practiced in combination with, or in addition to,
the structures and techniques disclosed therein.

The present description is organized into the following
sections:

B1. Exemplary Flat-Sided MCFs

B2. MT-Type Ferrule

B3. SC-Type Connector

B4. Transverse and Longitudinal Offset; Fiber Protrusion

BS5. Alignment Housing

B6. General Techniques

Bl. Exemplary Flat-Sided MCFs

FIGS. 45A and 45B show, respectively, perspective and
end views of an exemplary high-core-count, flat-sided MCF
450 for use in accordance with an exemplary practice of the
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invention. MCF 450 comprises twelve individual cores 451
surrounded by a common cladding 452. Cores 451 are
arranged in a one-dimensional (i.e., linear) 1x12 array.

MCF 450 has a rectangular outer profile comprising two
“long” sides 453a/c, and two “short” sides 4535/d. It is noted
that MCF 450 has substantially the same appearance in both
“upside right” and “upside down” orientations. Accordingly,
one or more markings may be added to MCF 450 to allow a
user to readily distinguish between the two orientations.

As discussed above, proper alignment of an MCF is an
essential component in providing a low-loss connection
between the MCF and a second MCF, or other optical com-
ponent. Thus, MCF 450 is configured such that there is a
precise relationship between the array of MCF cores 451 and
at least one of the MCF flat sides 453a-d, such that one or
more of the flat sides provides a precise indication of the
position and rotational orientation of MCF cores 451, and
such that the position and rotational orientation of the array of
the MCF cores 451 is achievable by aligning one or more of
the MCF’s flat sides 453a-d with a corresponding surface, or
surfaces, presented by a ferrule or other connector structure.

FIG. 46 shows an end view of an MCF 460 according to a
further aspect of the invention. MCF 460 comprises 48 indi-
vidual cores 461 surrounded by a common cladding 462.
Cores 462 are arranged in a regular 4x12 two-dimensional
array. MCF 460 has a rectangular outer profile comprising
two long sides 463a/c, and two short sides 4635/d, which are
aligned with MCF cores 461, and which precisely indicate the
position and rotational orientation of the MCF cores 461.

FIG. 47 shows an end view of an MCF 470 according to a
further aspect of the invention. MCF 470 comprises 48 indi-
vidual cores 471 surrounded by a common cladding 472.
Cores 472 are arranged in a staggered 4x12 two-dimensional
array. MCF 470 has a rectangular outer profile comprising
two long sides 473a/c, and two short sides 4735/d, which are
aligned with MCF cores 471, and which precisely indicate the
position and rotational orientation of the MCF cores 471. The
staggering of the array is configured such that the core-to-
core distance D between neighboring cores 471 is substan-
tially equal. The resulting core configuration approximates a
series of equilateral triangles 474 or regular hexagons 475.

Other core patterns and counts are feasible. For instance, it
would be possible to fabricate a single fiber body, having one
or more flat sides, with 72 cores (e.g., configured as a 6x12
array, either staggered or not staggered). Also, the cores ofthe
fibers can be single-mode, multimode, or some combination
thereof.

FIG. 48 shows a perspective view of a fiber cable 480
comprising a length of MCF 450 surrounded by a protective
enclosure 481. In the present example, enclosure 481 com-
prises a plurality of inner layers and an outer jacket; other
types of protective enclosures may also be used. Cable 480 is
prepared for connectorization by stripping away outer enclo-
sure 481, including the underlying protective layers, to
expose the bare fiber 450.

According to an aspect of the invention, a flat-sided MCF is
used in conjunction with a ferrule, or like structure, that has
been configured to take advantage of the flat-sided MCF
geometry in order to provide precise alignment of the MCF
cores with the cores of a second MCF or like optical element.

Each connector structure is discussed in turn.

B2. MT-Type Ferrule

Mechanical transfer (MT) ferrules and alignment tech-
niques are described in U.S. patent application Ser. No.
13/049,794, of which the present application is a continua-
tion-in-part, and which is incorporated by reference herein in
its entirety. Also, as mentioned above, structures and tech-
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niques discussed in Section B may be combined with struc-
tures and techniques disclosed Section A, above.

FIG. 49A shows a perspective view of a single-fiber
mechanical transfer (MT) ferrule 490 according to an aspect
of'the invention. Ferrule 490 comprises a molded plastic body
including two block-shaped sections: base 491, head 492, and
endface 493.

FIG. 49B shows a front view of ferrule endface 493, which
includes a pair of alignment holes 494, which are configured
to receive respective alignment pins in a mating structure (not
shown) in order to help align ferrule 490 as it is seated therein.
As shown in FIG. 49B, ferrule 490 includes a guide hole 495
for receiving a bare fiber, such as the exposed fiber 450 at the
end of cable 480 (FIG. 48). Guide hole 495 extends along a
longitudinal axis of ferrule 490, substantially perpendicular
to endface 493. Fiber 450 is threaded through base 491 and
head 492, and terminates at endface 493.

FIG. 50A shows a closeup view of the guide hole 495 of
ferrule 490. As shown in FIG. 50A, guide hole 495 is shaped
to closely receive MCF 450. In particularly, guide hole 495
includes four flat side surfaces 495a-d, corresponding to
MCF side surfaces 453a-d. It will be seen from FIGS. S0A-
50B that installation of MCF 450 into guide hole 495 will
cause MCF side surfaces 453a-d to butt up against guide hold
side surfaces 495a-d, thus forcing MCF 450 into an aligned
rotational orientation with guide hole 495, and therefore into
an aligned rotational orientation with respect to ferrule 490.

Thus, by suitably configuring ferrule 490, guide hole 495,
and MCF 450, it is possible to achieve a desired rotational
orientation of the MCF cores 451 with ferrule 490. This
arrangement allows ferrule 490 to provide aligned, core-to-
core connection between MCF 450 and a second MCF, or
other optical component.

MCF 450 is installed into guide hole 495 with some bare
fiber extending beyond the ferrule endface. The MCF 450 is
mounted firmly in position within the guide hole using epoxy,
or other suitable material. The tip of the fiber is trimmed and
polished to a desired length. Typically, a small amount of fiber
will protrude from the ferrule endface. However, it would also
be possibleto trim and polish the fiber to be substantially flush
with the ferrule endface, or to even be slightly recessed into
the ferrule body.

B3. SC-Type Connector

The guide hole concept illustrated in FIGS. S0A-50B can
be applied in other contexts. FIGS. 51A and 51B show,
respectively, perspective and end views of an exemplary SC
connector 510 comprising a housing 511 into which is
mounted a cylindrical ferrule 512. It is noted that the present
description is applicable to other types of connectors, includ-
ing, for example, connectors in which the ferrule and connec-
tor housing are configured as an LC connector.

It is noted that connector 510 is similar to the BTW SC
connectors shown in FIGS. 29-42, discussed in Section A,
above. The details provided in Section A with respect to those
connectors are also applicable to connector 510. It will be
appreciated in light of the following discussion that the use of
a flat-sided MCF provides alignment capability both sepa-
rately, and in conjunction with, the structures and techniques
described in Section A.

Cylindrical ferrule 512 comprises a ferrule body having a
guide hole 513 therein for guiding a multicore fiber at an end
of an optical fiber cable. Guide hole 513 extends through the
ferrule 512 terminating at ferrule endface 514. Similar to
ferrule guide hole 495 illustrated in FIG. 50, guide hole 513 is
shaped and dimensioned to closely receive a bare end of a
flat-sided MCF, such as the MCFs 450,460, and 470 shown in
FIGS. 45A-B, 46, and 47, discussed above. Thus, in the
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depicted example, guide hole 513 has a rectangular profile
with long and short sides corresponding to those of MCFs
450, 470, and 470. The ferrule 512 is oriented relative to the
connector housing 511, such that when the connector is fully
assembled, the flat sides of the guide hole in the ferrule are
pre-aligned with one or more keying features 515 on the
connector housing 511.

After a bare fiber end is installed into guide hole 512, it is
firmly held in position within the guide hole by epoxy, or
other suitable material. The tip of the fiber end is trimmed and
polished, such that a desired amount of fiber protrudes from
the ferrule. Alternatively, the fiber tip can be trimmed and
polished to be substantially flush with the ferrule endface, or
to even be slightly recessed into the ferrule body.

The ferrule 512 is manufactured to achieve a precise posi-
tioning of the guide hole 513 through the ferrule body. Thus,
once an MCF is properly mounted into position within the
guide hole 513, and the ferrule 512 is properly mounted into
the connector housing 511, the array of MCF cores has a
precise relationship with the keying features 515.

Therefore, when an MCF is installed, it is aligned with the
connector keying feature. Thus, in the case of the depicted SC
connector assembly, a flat side of the MCF is aligned with the
key 515 on the grip. It will be appreciated that the described
structures and techniques are also applicable to other connec-
tor configurations, including, for example: LC, FC, ST, MU,
E2000, and the like.

Thus, connector 510 provides means for aligning the posi-
tion and rotational orientation of the MCF cores with those of
a second MCF or other optical element to which the MCF
installed into connector 510 is to be connected.

As noted above, the structures and techniques from Section
A, above, can be used in conjunction with the structures and
techniques from Section B. Thus, connector 510 can be con-
figured to include the rotatable ferrule subassemblies
described in Section A. Such an arrangement would allow
ferrule 511 to be rotationally oriented relative to the connec-
tor keying feature 515, after an MCF has been installed into
the ferrule 511.

B4. Transverse and Longitudinal Offset; Fiber Protrusion

In both the MT-type and SC-type connectors discussed
above, the endface of the aligned fiber must be positioned
with respect to the endface of the assembled connector such
that the transverse offset, resulting from rotational misalign-
ment between the cores of the multicore fiber and the active
optical device (e.g., source or detector) or the corresponding
cores of an opposing fiber, is minimized, to ensure low-loss
performance. For multimode fibers, the approximate relation-
ship between rotational misalignment 0, core radius r, core
distance from the fiber center R, and loss is:

0=2 arcsin {(0.1010xLoss)**#/R}

For single-mode fibers, the approximate relationship
between rotational misalignment 8, mode field radius w, core
distance from the fiber center R, and loss is:

0=2 arcsin {(0.0576xLoss)"?w/R}

For example, if the maximum allowable loss contribution
from rotational misalignment is 1.5 dB, for a multimode fiber
with a 26 pm diameter core located 39 pm from the fiber
center, the maximum allowable rotational misalignment is
10.9°, which potentially contributes 7.4 pm to the transverse
offset between that core and the corresponding core in an
opposing fiber.

Longitudinal offset between the multicore fiber cores is
influenced by a number of factors, including: axial force on
the multicore fiber endfaces (e.g., due to spring-loading),
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radius of curvature of the ferrules, apex offset of the spherical
ferrule endfaces, and fiber protrusion or undercut from the
ferrule endfaces. To ensure that all cores of the mated multi-
core connectors physically contact, assuming rotational
alignment has been achieved, it is important that both the
ferrule contact force and endface geometry of the connectors
be controlled.

After polishing, the multicore fibers typically have a con-
vex shape; therefore, the contact force must be sufficient to
mate the cores with some minimal force. The radius of cur-
vature of the cylindrical ferrule endfaces should typically be
greater than 5 mm, with a preferred minimum of 7 mm, to
help reduce fiber contact pressure and minimize fiber move-
ment during temperature cycling. The fiber protrusion should
typically range from -0.125 pm to +4.0 um. The apex offset
of the endface should typically be less than 70 um, and the
contact force on the ferrules should be greater than 4.1N; to
ensure core-to-core contact is maintained during operation.

BS5. Alignment Housing

FIGS. 52A-E are a series of diagrams illustrating a spring-
biased alignment housing 520 according to a further aspect of
the invention for use with a flat-sided MCF to provide rota-
tionally aligned connectorization for the MCF. FIG. 52A
shows a perspective view of the assembled alignment housing
520 with an exemplary installed MCF 460 (FIG. 46) that has
been packaged into an optical fiber cable 464. FIG. 52B
shows a perspective view of the assembled alignment housing
520 with the upper panel removed to illustrate the interior of
the alignment housing 520, including biasing springs 525a
and 5255.

FIGS. 52C-52E show a series of cross sections of the
alignment housing 520 illustrating the installation of MCF
460 into guide hole 523, and the operation of biasing springs
525a and 525b. F1G. 52C shows alignment housing 520, prior
to installation of biasing springs 5254 and 5255b. As shown in
FIG.52C, alignment housing 520 comprises an enclosure 521
with four flat outer surfaces: top outer surface 522aq, first side
outer surface 52254, bottom outer surface 522¢ and second
side surface 522d. A rectangular guide hole 523 extends
through enclosure 521, defined by four flat inner surfaces
corresponding to the four flat outer surfaces: top inner surface
524a, first side inner surface 5245, bottom inner surface 524c,
and second side inner surface 524d.

The alignment housing 520 is fabricated such that there is
a precise relationship between one or more “reference” inner
surfaces and one or more “reference” outer surfaces. Thus,
alignment of the cores of the MCF can be achieved by causing
one or more flat sides of a flat-sided MCF to abut one or more
corresponding reference inner surfaces 524a-d within the
alignment housing guide hole 523.

In the depicted example, alignment housing 520 is config-
ured such that the bottom inner surface 524¢ and second side
inner surface 524d provide the described reference surfaces.
Thus, MCF 460 is installed into the alignment housing 520
such that its bottom surface abuts the bottom inner surface
524c, and a side surface abuts second inner side surface 524d.

In order to ensure that bottom and side surfaces of MCF
460 properly abut the reference surfaces 524¢ and 5244, first
and second biasing springs 525a and 5255 are provided. As
shown in FIG. 52D, first spring 525a is mounted to the top
inner surface 524a, opposite the bottom reference surface
524c¢. Second spring 5255 is mounted to the first side inner
surface 5245, opposite the side reference surface 524d. As
shown in FIG. 52D, springs 525a and 5254 protrude slightly
into the guide hole 523.

FIG. 52E shows a cross section view of alignment housing
520 after installation of MCF 460. As illustrated by arrows
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526 in FIG. 52D, the loading of MCF 460 into guide hole 523
causes the springs 525a and 5255 to be resiliently deflected,
respectively, towards the top inner surface 524a and first side
inner surface 5245 of the alignment housing 520. As shown in
FIG. 52E, when the fiber 460 is loaded into housing 520, the
springs 525a and 52556 will urge the fiber 460 in the direction
of arrows 527.

Thus, MCF 460 will be held against reference surfaces
524c¢ and 524d, resulting in a precise alignment of cores 461
relative to the flat outer surfaces 522a-d of housing 520. Thus,
by loading an MCF into housing 520, it is possible to achieve
the desired alignment of the cores 461 relative to other optical
elements, such as a second fiber to which the first fiber 460 is
to be connected.

FIGS. 53A-53C are a series of diagrams illustrating a fur-
ther aspect of the invention, according to which a first align-
ment housing 530 is used to connectorize a first MCF 531,
and a second alignment housing 532 is used to connectorize a
second MCF 533.

For the purposes of illustration, FIG. 53 A includes a sec-
ond depiction of alignment housing 530, in a side-by-side
alignment with alignment housing 532. As indicated by arrow
534 in FIG. 53A, the first alignment housing is rotated from
configuration 530' into an endface-to-endface configuration
530 with respect to the second housing 532. As shown in FIG.
53B, a mating adapter 535 is then used to connect the two
alignment housings 530, 532 together.

As shown in FIG. 53C, the mating adapter 535 is a sleeve
having openings at first and second ends that are shaped to
receive the first and second alignment housings. The mating
adapter 535 is configured such that the first and second MCFs
530, 532 lock into defined positions within the first and sec-
ond adapter openings, with their respective endfaces in con-
tact with each other with sufficient force to provide a snug,
aligned connection between the two MCFs 531 and 533.

In order to ensure that bottom and side surfaces of each
alignment housing 530 and 532 properly abut the reference
surfaces within the mating adapter 535, first and second sets
of biasing springs 536, 537 are provided. The first set of
opposing springs 536 is mounted to the top inner surface,
opposite the bottom surface. The second set of opposing
springs 537 is mounted to the second inner surface, opposite
the first side surface.

B6. General Techniques

FIGS. 54-57 are a series of flowcharts illustrating general
techniques according to aspects of the invention. It should be
noted that FIGS. 54-57 are intended to be exemplary, rather
than limiting. The present invention may be practiced in a
number of different ways, using different combinations of
some or all of the elements set forth in these drawings, as well
as combinations including elements not explicitly set forth in
these drawings.

FIG. 54 is a flowchart illustrating a technique 540 accord-
ing to the present invention for using an MT ferrule, or like
device, in conjunction with a flat-sided MCF to provide
aligned connectorization for the MCF.

Technique 540 includes the following steps:

Step 541: Provide a multicore fiber having a flat side
indicative of the rotational orientation of the cores of the
multicore fiber.

Step 542: Provide a ferrule having a guide hole there-
through, terminating at a ferrule endface, that is shaped to
closely receive the multicore fiber,

wherein the ferrule includes a flat surface extending along

a side of the guide hole, corresponding in position to the
flat side of the multicore fiber, and
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wherein the flat surface within the ferrule body is config-
ured such that installing the multicore fiber into the
guide hole with its flat side abutting the flat surface along
the side of the guide hole, and with a multicore fiber
endface proximate to the ferrule endface, provides align-
ment of the cores with respect to an optical component to
which the multicore fiber endface is to be connected.

Step 543: Install the multicore fiber into the guide hole with
its flat side abutting the flat surface along the side of the guide
hole.

Step 544: Trim the fiber endface, such that it terminates
proximate to the ferrule endface.

FIG. 55 is a flowchart illustrating a technique 550 accord-
ing to the present invention for using an SC ferrule, or like
device, in conjunction with a flat-sided MCF to provide
aligned connectorization for the MCF.

Technique 550 includes the following steps:

Step 551: Provide a multicore fiber having a flat side
indicative of the rotational orientation of the cores of the
multicore fiber.

Step 552: Provide a ferrule that is shaped to fit into a
connector housing having a keying feature.

wherein the ferrule having a guide hole therethrough, ter-

minating at a ferrule endface, that is shaped to closely
receive the multicore fiber,

wherein the ferrule includes a flat surface extending along

a side of the guide hole, corresponding in position to the
flat side of the multicore fiber, and

wherein the flat surface within the ferrule body is config-

ured such that installing the ferrule into the housing, and
installing the multicore fiber into the ferrule guide hole
with its flat side abutting the flat surface along the side of
the guide hole and with a multicore fiber endface proxi-
mate to the ferrule endface, provides alignment of the
cores with respect to the keying feature of the connector
housing;

Step 553: Install the multicore fiber into the ferrule guide
hole with its flat side abutting the flat surface along the side of
the guide hole.

Step 554: Trim and polish the fiber endface, such that it
terminates proximate to the ferrule endface.

Step 555: Install the ferrule into the connector housing.

FIG. 56 is a flowchart illustrating a technique 560 accord-
ing to the present invention for using an alignment housing in
conjunction with a flat-sided MCF to provide aligned con-
nectorization for the MCF.

Technique 560 includes the following steps:

Step 561: Provide a multicore fiber having a flat side
indicative of the rotational orientation of the cores of the
multicore fiber,

Step 562: Provide an alignment housing having a guide
hole therethrough, terminating at a lead end of the alignment
housing, that is shaped to closely receive the multicore fiber,

wherein the alignment housing includes an inner flat ref-

erence surface extending a side of the guide hole, corre-
sponding in position to the flat side of the multicore fiber,
and

wherein the reference surface is configured such that

installing the multicore fiber into the guide hole with its
flat side abutting the reference surface, and with a mul-
ticore fiber endface proximate to the endface of the
alignment housing, provides alignment of the cores with
respect to an optical component to which the multicore
fiber endface is to be connected.

Step 563: Install the multicore fiber into the guide hole with
its flat side abutting the reference surface.
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Step 564: Trim and polish the fiber endface, such that it
terminates proximate to the lead end of the alignment hous-
ing.

FIG. 57 is a flowchart illustrating a technique 570 accord-
ing to the present invention for using an alignment housing in
conjunction with a flat-sided MCF to provide aligned con-
nectorization for the MCF.

Technique 570 includes the following steps:

Step 571: Perform steps 561-564 (FIG. 56) for first and
second flat-sided multicore fibers.

Step 572: Provide mating adapter having first and second
ends with respective first and second openings shaped to
closely receive the first and second alignment housings.

Step 573: Install the first and second multicore fibers into
the mating adapter such that the respective endfaces of the
first and second multicore fibers are brought into aligned
connection.

4. Conclusion

While the foregoing description includes details which will
enable those skilled in the art to practice the invention, it
should be recognized that the description is illustrative in
nature and that many modifications and variations thereof
will be apparent to those skilled in the art having the benefit of
these teachings. It is accordingly intended that the invention
herein be defined solely by the claims appended hereto and
that the claims be interpreted as broadly as permitted by the
prior art.

What is claimed is:

1. An optical fiber cable connector, comprising:

a ferrule that is shaped to fit into a connector housing
having a keying feature,

wherein the ferrule includes a guide hole therethrough,
terminating at a ferrule endface, that is shaped to closely
receive a multicore fiber having a flat side indicative of
the rotational orientation of the cores of the multicore
fiber,

wherein the ferrule includes a flat surface extending along
a side of the guide hole, corresponding in position to the
flat side of the multicore fiber,

wherein the flat surface within the ferrule body is config-
ured such that installing the ferrule into the housing and
installing the multicore fiber into the guide hole with its
flat side abutting the flat surface along the side of the
guide hole and with a multicore fiber endface proximate
to the ferrule endface, provides alignment of the cores
with respect to the keying feature of the connector hous-
ing, and

wherein the ferrule is rotatable within the connector hous-
ing to provide alignment of the rotational orientation of
the multicore fiber cores.

2. An optical fiber cable connector, comprising:

a ferrule that is shaped to fit into a connector housing
having a keying feature,

wherein the ferrule includes a guide hole therethrough,
terminating at a ferrule endface, that is shaped to closely
receive a multicore fiber having a flat side indicative of
the rotational orientation of the cores of the multicore
fiber,

wherein the ferrule includes a flat surface extending along
a side of the guide hole, corresponding in position to the
flat side of the multicore fiber,

wherein the flat surface within the ferrule body is config-
ured such that installing the ferrule into the housing and
installing the multicore fiber into the guide hole with its
flat side abutting the flat surface along the side of the
guide hole and with a multicore fiber endface proximate
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to the ferrule endface, provides alignment of the cores
with respect to the keying feature of the connector hous-
ing, and

wherein the ferrule and connector housing are configured
as an LC connector.

3. An optical fiber cable connector, comprising:,

a ferrule that is shaped to fit into a connector housing
having a keying feature,

wherein the ferrule includes a guide hole therethrough,
terminating at a ferrule endface, that is shaped to closely
receive a multicore fiber having a flat side indicative of
the rotational orientation of the cores of the multicore
fiber,

wherein the ferrule includes a flat surface extending along
a side of the guide hole, corresponding in position to the
flat side of the multicore fiber,

wherein the flat surface within the ferrule body is config-
ured such that installing the ferrule into the housing and
installing the multicore fiber into the guide hole with its
flat side abutting the flat surface along the side of the
guide hole and with a multicore fiber endface proximate
to the ferrule endface, provides alignment of the cores
with respect to the keying feature of the connector hous-
ing, and

wherein the ferrule and connector housing are configured
as an LC connector.

4. An optical fiber cable connector, comprising

an alignment housing,

wherein the alignment housing includes a guide hole there-
through, terminating at a lead end of the alignment hous-
ing, that is shaped to closely receive a multicore fiber
having a flat side indicative of the rotational orientation
of the cores of the multicore fiber,

wherein the alignment housing includes an inner flat ref-
erence surface extending along a side of the guide hole,
corresponding in position to the flat side of the multicore
fiber,

wherein the reference surface is configured such that
installing the multicore fiber into the guide hole with its
flat side abutting the reference surface, and with a mul-
ticore fiber endface proximate to the endface of the
alignment housing, provides alignment of the cores with
respect to an optical component to which the multicore
fiber endface is to be connected, and

wherein the alignment surface further includes biasing
means for urging an installed fiber against the reference
surface.

5. The connector of claim 4,

wherein the biasing means comprises a bias spring
mounted to an inner surface of the alignment housing
opposite the reference surface.

6. The connector of claim 4,

wherein the alignment housing includes a guide hole hav-
ing a rectangular profile,

wherein the alignment housing includes four flat inner
surfaces along the sides of the guide hole, and

wherein the alignment housing has first and second refer-
ence surfaces comprising first and second adjoining flat
inner surfaces.

7. The connector of claim 6,

wherein the alignment housing comprises first and second
biasing springs attached respective to first and second
adjoining flat inner surfaces opposite the first and second
reference surfaces.

8. An optical fiber connector assembly, comprising:

a first alignment housing according to claim 4 for holding
a first multicore fiber,
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a second alignment housing according to claim 4 for hold-
ing a second multicore fiber, and

a mating adapter having first and second ends with respec-
tive first and second openings therein,

wherein the mating adapter is configured such that the first
and second alignment housings are installable respec-
tively in the first and second openings with respective
endfaces of the first and second multicore fibers brought
into aligned connection.

9. A method for providing aligned connectorization for a

multicore fiber, comprising:

(a) providing a multicore fiber having a flat side indicative
of the rotational orientation of the cores of the multicore
fiber,
(b) providing a ferrule that is shaped to fit into a connector
housing having a keying feature,
wherein the ferrule has a guide hole therethrough, ter-
minating at a ferrule endface, that is shaped to closely
receive the multicore fiber,

wherein the ferrule includes a flat surface extending
along a side of the guide hole, corresponding in posi-
tion to the flat side of the multicore fiber, and

wherein the flat surface within the ferrule body is con-
figured such that installing the ferrule into the housing
and installing the multicore fiber into the ferrule guide
hole with its flat side abutting the flat surface along the
side of the guide hole and with a multicore fiber end-
face proximate to the ferrule endface, provides align-
ment of the cores with respect to the keying feature of
the connector housing;

(¢) installing the multicore fiber into the ferrule guide hole
with its flat side abutting the flat surface along the side of
the guide hole;

(d) trimming and polishing the fiber endface, such that it
terminates proximate to the ferrule endface; and

(e) installing the ferrule into the connector housing.

10. A method for providing aligned connectorization for a

multicore fiber, comprising:

(a) providing a multicore fiber having a flat side indicative
of the rotational orientation of the cores of the multicore
fiber,
(b) providing an alignment housing having a guide hole
therethrough, terminating at a lead end of the alignment
housing, that is shaped to closely receive the multicore
fiber,
wherein the alignment housing includes an inner flat
reference surface extending along a side of the guide
hole, corresponding in position to the flat side of the
multicore fiber, and

wherein the reference surface is configured such that
installing the multicore fiber into the guide hole with
its flat side abutting the reference surface, and with a
multicore fiber endface proximate to the endface of
the alignment housing, provides alignment of the
cores with respect to an optical component to which
the multicore fiber endface is to be connected;

(¢) installing the multicore fiber into the guide hole with its
flat side abutting the reference surface;

(d) trimming and polishing the fiber endface, such that it
terminates proximate to the lead end of the alignment
housing;

(e) repeating steps (a)-(d) for a second multicore fiber; and

(®) installing the first and second multicore fibers into a
mating adapter such that respective endfaces of the first
and second multicore fibers are brought into aligned
connection.
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