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Description
BACKGROUND
Technical Field

[0001] The present disclosure relates to a system of
forming a looped suture. More particularly, the present
disclosure relates to an automated system of forming a
looped suture having a taper cut.

Background of Related Art

[0002] Sutures including loops formed therein are
known. A loop may be formed in a suture for a number
ofreasons. A loop formed in a suture during manufacture
may be used to secure the suture to tissue. In this man-
ner, once the non-looped end of the suture is inserted
through tissue, that end may be threaded through the
loop to form a slip knot-like configuration that may be tied
to secure tissue. In another application, a loop may be
formed in a suture in place of a knot. This requires the
use of a handheld instrument that may be brought into
an operating room.

[0003] Regardless of the reason for forming the loop,
when a loop is formed in a suture, whether using adhe-
sive, heat or ultrasonic energy, the diameter of the suture
is doubled where the two suture portions overlap. In the
event that the suture loop is used to secure tissue, the
doubling of the diameter of the suture in order to create
the loop increases the amount of force necessary to pull
the loop through tissue. This increased force applied to
the suture may result in tearing or other unnecessary
trauma to the tissue being sutured. Therefore, it would
be beneficial to have a system and method of forming a
looped suture to include a taper cut.

Description of the prior art

[0004] US 2002/0029065 describes a system for mak-
ing a tipped suture. It does not relate to a method of mak-
ing a looped suture, which is the subject-matter of the
present invention.

SUMMARY

[0005] According, a system for forming alooped suture
is provided according to claim 1.

[0006] The system may furtherinclude a cutter assem-
bly for severing the thread upon completion of the loop
forming process and/or a trimming assembly configured
for forming a tapered cut in the thread. The system may
also include an initial gripping assembly positioned be-
tween the suture supply assembly and the flipper gripping
assembly, the initial gripping assembly being configured
for selectively gripping the thread throughout the forming
process and/or a thread lengthening assembly config-
ured for extending the length of the thread. In one em-
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bodiment, the system includes a monitoring assembly
configured for monitoring the forming process. The flipper
gripping assembly may include a mandrel upon which
the thread is wrapped about. The carriage assembly may
include a hook assembly configured to engage the
thread.

[0007] Also provided is a method of forming a looped
suture. The method includes the steps of providing a first
end a thread from a spool of thread to a flipper gripping
assembly, wherein the flipper gripping assembly includes
a mandrel having a slot formed therein, receiving a hook
from a carriage assembly with the slot formed in the man-
drel, wrapping the first end of the of the thread about the
mandrel such that the thread is positioned over the slot,
retracting the hook from within the slotformed in the man-
drel to form a loop about the hook, wherein the first end
of the thread is received adjacent a body portion of the
thread distal of the loop, and welding the first end of the
thread to the adjacent body portion of the thread distal
of the loop.

[0008] The method forming a looped suture may fur-
ther include the step of cutting a tapered surface into the
first end of the thread and/or selectively gripping the body
portion of the thread to provide tension to the thread. The
welding may be ultrasonic. The method may also include
the steps of cutting the body portion of the thread to length
and/or lengthening the body portion of thread prior to
cutting the body portion.

BRIEF DESCRIPTION OF THE DRAWINGS

[0009] The accompanying drawings, which are incor-
porated in and constitute a part of this specification, il-
lustrate embodiments of the disclosure and, together with
a general description of the disclosure given above, and
the detailed description of the embodiment(s) given be-
low, serve to explain the principles of the disclosure,
wherein:

[0010] FIG. 1Ais aside view of a looped suture includ-
ing a tapered portion;

[0011] FIG. 1B is a cross-sectional end view of the
looped suture of FIG. 1B, taken along line 1B-1B;
[0012] FIG. 1C is an enlarged side view of portion 1C
of FIG. 1A;

[0013] FIG. 2 is a side view of tapered loop forming
system of the present disclosure;

[0014] FIG. 3is an enlarged side view of a suture sup-
ply assembly of the tapered loop forming system of FIG.
2;

[0015] FIG. 4 is an enlarged sectional side view of the
tapered loop forming system of FIG. 2;

[0016] FIG. 5 is an enlarged side view of carriage as-
sembly of the tapered loop forming system of FIG. 2;
[0017] FIG.6Aisanenlarged cross-sectional side view
of welding assembly of the loop forming system of FIG.
2, in a partially activated position; and

[0018] FIG. 6B is an enlarge cross-sectional side view
of the welding assembly of FIG. 6A, in a fully activated
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position.

DETAILED DESCRIPTION

[0019] A system and method for forming a looped su-
ture including a tapered cut is herein described. Referring
initially to FIG. 1A, a looped suture formed in accordance
with the method of the present disclosure is shown gen-
erally as looped suture 10. Suture 10 is formed from a
monofilament thread 11, however, it is envisioned that
suture 10 may be formed braided threads, multifilament
threads and other surgical fibers. Although shown having
a circular cross-sectional geometry, the cross-sectional
geometry of thread 11 may be of any suitable shape. For
example, thread 11 may be round, elliptical, square, flat,
octagonal, and rectangular. Thread 11 may be formed
of degradable materials, non-degradable materials, and
combinations thereof. Thread 11 may be formed using
any technique within the purview of those skilled in the
art, such as, for example, extrusion, molding and/or gel
spinning.

[0020] With reference to FIGS. 1A-1C, looped suture
10includes a loop 12 formed on a distal end 10b thereof.
Loop 12 forms a substantially teardrop shape and may
be formed of any size. A first section 13 of monofilament
thread 11 overlays a second section 14 of thread 11 to
form loop 12. The adjacent surfaces of first and second
sections 13, 14 form a joined segment or joint 15. As
shown, joined segment 15 extends beyond first section
13 of thread 11. In this manner, first and second sections
13, 14 of thread 11 are less likely to separate or peel
away from each other as looped suture 10 is pulled
through tissue (not shown).

[0021] As will be described in further detail below, first
and second sections 13, 14 of thread 11 are welded to-
gether to form joined section 15. In this manner, first and
second sections 13, 14 of thread 11 are locally heated
until each fuses to form joined segment 15. Various types
of energy may be used to locally heat first and second
sections 13, 14 to form joined segment 15, including,
radiofrequency (RF), ultrasonic, laser, electrical arc dis-
charge, and thermal. Alternatively, first and second sec-
tions 13, 14 of thread 11 may be joined using glue, epoxy
or other adhesive.

[0022] With particular reference to FIG. 1C, a proximal
end 13a of first section 13 is angled to form a tapered
surface 17. Tapered surface 17 angles downwardly to-
wards proximal end 10a (FIG. 1A) of looped suture 10.
Tapered surface 17 may form an angle between zero
degrees (0°) and ninety degrees (90°), and preferably
between about fifteen degrees (15°) to about sixty de-
grees (60°). Tapered surface 17 facilitates insertion of
loop 12 into or through tissue. Tapered surface 17 may
be formed prior to, during or following the joining of first
and second sections 13, 14.

[0023] Although shown having a substantially planar
taper, tapered surface 17 may include any number of
configurations. For example, tapered surface 17 may be
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beveled, may include a laterally and longitudinally con-
cave taper, may include a laterally and longitudinally con-
vex taper, or may include any combination thereof. Ta-
pered surface 17 may be selected depending on the tis-
sue being sutured and/or the depth loop 12 is desired to
be received within the tissue.

[0024] A system for forming loop 12 on distal end 10b
of looped suture 10 will now be described with reference
to FIGS. 2-6B, and is shown generally as tapered loop
forming system 100. Although shown as being automat-
ed, itis envisioned that various components and/or proc-
ess within tapered loop forming system 100 may be man-
ually completed. Referring initially to FIG. 2, system 100
includes a suture supply assembly 200, an initial gripping
assembly 300, a flipper gripping assembly 400, a car-
riage assembly 500, a welding assembly 600, a trimming
assembly 700, a cutter assembly 800, and may optionally
include a thread lengthening assembly 900 and a mon-
itoring assembly 1000.

[0025] With reference now to FIG. 3, supply assembly
200 is configured to provide thread 11 to initial gripping
assembly 300 (FIG. 2). Supply assembly 200 includes a
spool 202, a first guide member 203, a roller assembly
204, firstand second rollers 205, 206 and a second guide
member 207. First guide member 203 is configured to
direct thread 11 from spool 202 to roller assembly 204.
Roller assembly 204 includes a set of fixed rollers 204a
and a set of adjustable rollers 204b. Roller assembly 204
is configured to receive thread 11 about fixed and adjust-
able rollers 204a, 204b a plurality of times. As shown,
rollers 204a, 204b are configured to receive thread 11
thereabout four (4) times, however, roller assembly 204
may be configured to receive thread 11 thereabout more
or less than four times. First and second rollers 205, 206
are positioned to direct thread 11 through second guide
member 207. Although shown including supply assembly
200 for providing a continuous supply of thread 11 from
spool 202, alternative supply assemblies are know and
may be modified for use with system 100. For example,
thread 11 may be provided in fixed or predetermined
lengths rather than continuously from a spool. In this
manner, the aspects of the present disclosure should not
be read as limited to the supply assembly herein dis-
closed.

[0026] Turning now to FIG. 4, initial gripping assembly
300 includes an initial gripper 302 configured to selec-
tively engage and selectively grasp thread 11 throughout
the looped end forming process. Initial gripping assembly
300 translates on a diagonal, in the direction of arrows
"A". During the looped end forming process, initial grip-
ping assembly 300 is activated to grasp a proximal end
of thread 11 when tension is applied to a distal end of
thread 11 to prevent excess thread from being pulled
from supply assembly 200. In this manner, initial gripping
assembly 300 may include any device or apparatus ca-
pable of selectively grasping thread 11.

[0027] With reference still to FIG. 4, flipper gripping
assembly 400 is configured to create loop 12 in thread



5 EP 2 245 991 B1 6

11. Gripping assembly 400 includes a rotating gripper
402 configured to selectively grasp a first end of thread
11. Amandrel 408 extends from rotating gripper 402 and
includes a slot (not shown) configured to receive a hook
508 from carriage assembly 500 (FIG. 5). Rotating grip-
per 402 is configured to rotate relative to mandrel 408,
in the direction of arrow "B", to loop thread 11 around
mandrel 408. Flipper gripping assembly 400 is configured
to move horizontally, in the direction of arrows "C", and
vertically, in the direction of arrows "D".

[0028] With reference now to FIG. 5, carriage assem-
bly 500 is configured to translate thread 11 through the
loop forming process. Carriage assembly 500 includes
a support member 502 having a tag end gripper 504 and
a hook assembly 506. A hook 508 extends from hook
assembly 506 and is configured to receive thread 11
thereabout. Carriage assembly 500 optionally includes
a tensioning cylinder (not shown) for tensioning thread
11 with a predetermined force to test the strength of weld
15 (FIG. 1B). Carriage assembly 500 is configured to
move horizontally, in the direction of arrows "E", and ver-
tically, in the direction of arrows "F".

[0029] With reference back to FIG. 4, welding assem-
bly 600 is configured to weld joint 15 in thread 11 to form
loop 12. Welding assembly 600 includes an anvil 602
and an ultrasonic horn 604. With reference to FIGS. 6A
and 6B, in one embodiment, ultrasonic horn 604 includes
a flat die 606 configured to engage first section 13 of
thread 11 during the welding process. As shown, anvil
602 defines a channel 602a configured to receive the
entire width of second section 15 and more than half the
width of first section 13 of thread 11. In an alternative
embodiment, die 606 includes a channel (not shown) for
receiving at least a portion of first section 13 of thread 11.
[0030] Still referring to FIG. 4, trimming assembly 700
is configured to cut tapered surface 17 of looped end
portion 10. Trimming assembly 700 includes an ultrason-
ic horn 702 having a trimming blade 702. Trimming as-
sembly 700 further includes a gripping anvil 706 for grip-
ping thread 11 as trimming blade 702 engages thread
11. Trimming assembly 700 is configured to move hori-
zontally, in the direction of arrows "G", and vertically, in
the direction of arrows "H". The rate at which trimming
assembly 700 is moved horizontally and vertically affects
the configuration of cut tapered surface 17. Trimming as-
sembly 700 is further configured to be advanced and re-
tracted. In one embodiment, trimming blade 702 is con-
figured to be rotated one-hundred and eighty degrees
(180°) such that both cutting surface thereof may be
used. Although shown adapted for use as an ultrasonic
cutter, trimming assembly 700 may be configured cut ta-
pered surface 17 without the use of ultrasonic energy. In
one embodiment, a laser is used to cut tapered surface
17. Alternatively, trimming blade 702 may be heated to
assisted in the cutting of thread 11.

[0031] With continued reference to FIG. 4, cutter as-
sembly 800 is configured to cut thread 11 upon comple-
tion of the looped end forming process. Cutter assembly
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800 includes a cutting blade 802. Cutter assembly 800
is configured to move parallel to initial gripper assembly
300, in the direction of arrows "A". Cutter assembly 800
is configured to cutthread 11 once thread 11 has attained
an appropriate length. Cutter assembly 800 may be con-
figured to cut a straight or tapered end on a proximal end
10a (FIG. 1A) of suture 10.

[0032] With reference to FIGS. 2 and 4, lengthening
assembly 900 is configured to increase the length of
thread 11 prior to thread 11 being cut by cutter assembly
800. As shown, lengthening assembly 900 includes a set
of fixed rollers 902 and a set of adjustable rollers 904.
Although shown including three and two rollers, respec-
tively, sets of fixed and adjustable rollers 902, 904 may
include any number ofrrollers. Whenthread 11 isreceived
between fixed and adjustable rollers 902, 904, movement
of adjustable rollers 904 relative to fixed rollers 902, in
the direction of arrows "I", causes thread 11 to lengthen.
The greater the number of rollers 902, 904, the less rel-
ative movement between rollers 902, 904 is necessary
to lengthen thread 11.

[0033] Monitoring assembly 1000 is configured to
monitor the various steps of the looped end forming proc-
ess. Monitoring assembly 1000 includes a screen 1002
and a control panel 1004.

[0034] The operation of forming station 100 will now
be described with reference to 2-6B. Thread 11 extends
from spool 202 through first guide member 203 before
being received about roller assembly 204. Thread 11 is
wrapped around fixed rollers 204a and adjustable rollers
204b of roller assembly 204 four times, and is then re-
ceived about first and second rollers 205, 206 before be-
ing received through second guide member 207.
[0035] Thread 11 extends through second guide mem-
ber 207 where it is grasped by initial gripper 302 prior to
being grasped by rotating gripper 402. Initial gripper 302
then releases thread 11 and flipper gripping assembly
400 translates towards anvil 602 of welding assembly
600 as carriage assembly 500 translates towards anvil
602 from the opposite direction. Flipper gripping assem-
bly 400 and carriage assembly 500 are configured such
that as carriage assembly 500 nears flipper gripping as-
sembly 400, hook 508 of hook assembly 506 is received
in the slot (not shown) of mandrel 408. Once hook 508
is received within the slot, rotating gripper 402 rotates,
in the direction of arrow "B", to loop thread 11 about man-
drel 408. Flipper gripping assembly 400 and carriage as-
sembly 500 then move to position first and second sec-
tions 13, 15 of thread 11 within channel 602a of anvil 602
(FIG. 6A). As carriage assembly 500 approximates away
from flipper gripping assembly 400, hook 508 extends
from within the slot formed in mandrel 408 with thread
11 received thereabout.

[0036] Once firstand second sections 13, 14 of thread
11 are received with channel 602a (FIG. 6A) of anvil 602,
ultrasonic horn 604 is activated and flat die 606 is ap-
proximate towards anvil 602, in the direction of arrow "E".
Engagement of die 606 with first section 13 of thread 11
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causes first and second sections 13, 14 to weld together
to form joined segment 15 (FIG. 1B). Upon completion
of the welding of first and second sections 13, 14, tag
end gripper 504 grips the tag end (not shown) of thread
11 and rotating gripper 402 releases thread 11.

[0037] Carriage assembly 500 then moves to position
welded first and second section 13, 14 of thread 11 within
gripping anvil 706 of trimming assembly 700. Gripping
anvil 706 maintains thread 11 as blade 704 of ultrasonic
horn 702 is moved to cut tapered surface 17 (FIG. 1A)
into first section 13 of thread 11. Gripping anvil 706 then
releases thread 11 and carriage assembly 500 continues
to translate away from supply assembly 200 to extend
the length of thread 11. Cutting assembly 900 is then
activated to cut thread 11. Prior to the cutting of thread
11, tension is applied to loop 12 (FIG. 1A) of thread 11
by the tensioning cylinder (not shown) located within car-
riage assembly 500 to test the strength of weld 15. Op-
tionally, thread 11 may engage lengthening assembly
800 to extend the length of thread 11 prior to cutting.
[0038] It is envisioned that system 100 may include
more than one welding assembly 600 and trimming as-
sembly 700 to produce more than one suture 10 per ac-
tivation.

Claims

1. A system for forming a looped suture, the system
comprising:

a suture supply assembly configured for supply-
ing thread;

a flipper gripping assembly configured for form-
ing a loop in the thread;

wherein the flipper gripping assembly (400) in-
cludes rotating gripper (402) configured to se-
lectively grasp afirstend of thread and a mandrel
(408) extends from the rotating gripper (402),
a carriage assembly (500) configured for ad-
vancing the thread through the forming process;
wherein the carriage assembly includes a sup-
port member having a tag end gripper and a
hook assembly (506), including a hook (508),
a welding assembly configured for securing the
loop in the thread, characterised in that the
mandrelincludes a slot configured to receive the
hook (508) from

the carriage assembly (500).

2. The system of claim 1, further including a cutter as-
sembly (800) for severing the thread upon comple-
tion of the loop forming process.

3. The system of claim 1 or claim 2, further including a
trimming assembly (700) configured for forming a
tapered cut in the thread.
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4.

10.

1.

12.

The system of any of claims 1 to 3, further including
an initial gripping assembly (302) positioned be-
tween the suture supply assembly and the flipper
gripping assembly (400), the initial gripping assem-
bly being configured for selectively gripping the
thread (11) throughout the forming process.

The system of any preceding claim, further including
a thread lengthening assembly (900) configured for
extending the length of the thread.

The system of any preceding claim, further including
a monitoring assembly (1000) configured for moni-
toring the forming process.

A method of forming a looped suture, the method
comprising the steps of:

providing a firstend of a thread (11) from a spool
(202) of thread to a flipper gripping assembly
(400), wherein the flipper gripping assembly in-
cludes a rotating gripper (402) configured to se-
lectively grasp the first end of the thread and a
mandrel (408)

extends from the rotating gripper, wherein the
mandrel includes a slot configured to receive a
hook from (508) from the carriage assembly
(500).

receiving a hook (508) from a carriage assembly
with the slot formed in the mandrel;

wrapping the first end of the of the thread about
the mandrel such that the thread is positioned
over the slot;

retracting the hook from within the slot formed
in the mandrel to form a loop about the hook,
wherein the first end of the thread is received
adjacent a body portion of the thread distal of
the loop; and

welding the first end of the thread to the adjacent
body portion of the thread distal of the loop.

The method of claim 7, further including the step of
cutting a tapered surface into the first end of the
thread.

The method of claim 7 or claim 8, wherein welding
is ultrasonic.

The method of any of claims 7 to 9, further including
the step of selectively gripping the body portion of
the thread to provide tension to the thread.

The method of any of claims 7 to 10, further including
the step of cutting the body portion of the thread to
length.

The method of claim 11, further including the step of
lengthening the body portion of thread prior to cutting
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the body portion.

Patentanspriiche

System zur Ausbildung einer Schlingennaht, wobei
das System umfasst:

eine Nahtmaterial-Zufuhrbaugruppe, die fiir die
Zufuhr von Faden ausgestaltet ist;

eine Schwenkarm-Greifbaugruppe, die zur Aus-
bildung einer Schlinge in dem Faden ausgestal-
tet ist; wobei die Schwenkarm-Greifbaugruppe
(400) einen sich drehenden Greifer (402) ein-
schlielt, der zum selektiven Ergreifen eines er-
sten Endes des Fadens ausgestaltet ist, und
sich von dem sich drehenden Greifer (402) ein
Dorn (408) erstreckt,

eine Schlittenbaugruppe (500), die zum Vor-
schieben des Fadens im Zuge des Formge-
bungsprozesses ausgestaltet ist; wobei die
Schlittenbaugruppe ein Tragelement mit einem
Endgreifer und eine Hakenbaugruppe (506) mit
einem Haken (508) einschlief3t;

eine Schweillbaugruppe, die zum Sichern der
Schlinge in dem Faden ausgestaltet ist, da-
durch gekennzeichnet, dass der Dorn einen
Schlitz einschlieRt, der zur Ubernahme des Ha-
kens (508) von der Schlittenbaugruppe (500)
ausgestaltet ist.

System nach Anspruch 1, das ferner eine Schneid-
baugruppe (800) zum Durchschneiden des Fadens
nach dem Abschluss des Schlingenbildungsprozes-
ses einschliel3t.

System nach Anspruch 1 oder Anspruch 2, das fer-
ner eine Zuschneidebaugruppe (700) einschlielt,
die zur Anbringung eines spitz zulaufenden Schnitts
in dem Faden ausgestaltet ist.

System nach einem der Anspriiche 1 bis 3, das fer-
ner eine Anfangsgreifbaugruppe (302) einschliel3t,
die zwischen der Nahtmaterial-Zufuhrbaugruppe
und der Schwenkarm-Greifbaugruppe (400) positio-
niert ist, wobei die Anfangsgreifbaugruppe zum se-
lektiven Ergreifen des Fadens (11) wahrend des ge-
samten Formgebungsprozesses ausgestaltet ist.

System nach einem vorangehenden Anspruch, das
ferner eine Fadenverldngerungsbaugruppe (900)
einschlief3t, die zum Verlangern des Fadens ausge-
staltet ist.

System nach einem vorangehenden Anspruch, das
ferner eine Uberwachungsbaugruppe (1000) ein-
schlieRt, die zur Uberwachung des Formgebungs-
prozesses ausgestaltet ist.
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7.

10.

1.

12.

Verfahren zur Ausbildung einer Schlingennaht, wo-
bei das Verfahren folgende Schritte umfasst:

Bereitstellen eines ersten Endes eines Fadens
(11) von einer Spule (202) mit Faden an eine
Schwenkarm-Greifbaugruppe (400), wobei die
Schwenkarm-Greifbaugruppe einen sich dre-
henden Greifer (402) einschlief3t, der zum se-
lektiven Ergreifen des ersten Endes des Fadens
ausgestaltet ist, und sich von dem sich drehen-
den Greifer ein Dorn (408) erstreckt, wobei der
Dorn einen Schlitz einschlielt, der zur Ubernah-
me eines Hakens (508) von der Schlittenbau-
gruppe (500) ausgestaltet ist,

Ubernahme eines Hakens (508) von einer
Schlittenbaugruppe mittels des in dem Dorn
ausgebildeten Schlitzes;

Wickeln des ersten Endes des Fadens um den
Dorn, derart dass der Faden Uiber dem Schlitz
positioniert ist;

Zuriickziehen des Hakens aus dem Inneren des
in dem Dorn ausgebildeten Schlitzes, um eine
Schlinge um den Haken auszubilden, wobei das
erste Ende des Fadens benachbart zu einem
Korperabschnitt des Fadens distal zu der
Schlinge zur Anlage kommt; und
Verschweillen des ersten Endes des Fadens
mit dem benachbarten Kérperabschnitt des Fa-
dens distal zu der Schlinge.

Verfahren nach Anspruch 7, das ferner den Schritt
des Schneidens einer spitz zulaufenden Oberflache
in das erste Ende des Fadens einschliel3t.

Verfahren nach Anspruch 7 oder Anspruch 8, wobei
das SchweilRen mittels Ultraschall erfolgt.

Verfahren nach einem der Anspriiche 7 bis 9, das
ferner den Schritt des selektiven Ergreifens des Kor-
perabschnitts des Fadens einschliel3t, um den Fa-
den zu straffen.

Verfahren nach einem der Anspriiche 7 bis 10, das
ferner den Schritt des Schneidens des Koérperab-
schnitts des Fadens auf Lange einschlief3t.

Verfahren nach Anspruch 11, das vor dem Schnei-
den des Koérperabschnitts ferner den Schritt des Ver-
langerns des Koérperabschnitts des Fadens ein-
schlief3t.

Revendications

1.

Systéme de formation d’une suture a boucle, le
systéme comprenant :

un ensemble de fourniture de suture configuré
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pour acheminer du fil ;

un ensemble de préhension basculeur configuré
pour former une boucle dans le fil ;

dans lequel I'ensemble de préhension bascu-
leur (400) comprend une pince rotative (402)
configurée pour saisir sélectivement une pre-
miére extrémité de fil et un mandrin (408) qui
s’étend de la pince rotative (402),

un ensemble de chariot (500) configuré pour fai-
re avancer le fil a travers le processus de
formation ; dans lequel I'ensemble de chariot
comprend un élément de support ayant une pin-
ce de saisie d’extrémité pendante et un ensem-
ble a crochet (506), comprenant un crochet
(508) ;

un ensemble de soudage configuré pour fixer la
boucle dans le fil, caractérisé en ce que le man-
drin comprend une fente configurée pour rece-
voir le crochet (508) de I'ensemble de chariot
(500).

Systeme selon la revendication 1, comprenant en
outre un ensemble de coupe (800) pour sectionner
le fil a la fin du processus de formation de boucle.

Systeme selon larevendication 1 ou la revendication
2, comprenant en outre un ensemble de rognage
(700) configuré pour assurer une coupe biseautée
dans le fil.

Systeme selon I'une quelconque des revendications
1 a 3, comprenant en outre un ensemble de préhen-
sion initiale (302) positionné entre I'ensemble de
fourniture de suture et 'ensemble de préhension
basculeur (400), 'ensemble de préhension initiale
étant configuré pour saisir sélectivement le fil (11)
tout au long du processus de formation.

Systeme selon I'une quelconque des revendications
précédentes, comprenant en outre un ensemble
d’allongement de fil (900) configuré pour étendre la
longueur du fil.

Systeme selon I'une quelconque des revendications
précédentes, comprenant en outre un ensemble de
contréle (1000) configuré pour contréler le proces-
sus de formation.

Procédé de formation d’'une suture a boucle, le pro-
cédé comprenant les étapes consistant a :

fournir une premiére extrémité d’un fil (11) pro-
venant d’'une bobine de fil (202) a un ensemble
de préhension basculeur (400), dans lequel I'en-
semble de préhension basculeur comprend une
pince rotative (402) configurée pour saisir sé-
lectivement la premiere extrémité du fil et un
mandrin (408) qui s’étend de la pince rotative,
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dans lequel le mandrin comprend une fente con-
figurée pour recevoir un crochet (508) de I'en-
semble de chariot (500) ;

recevoir un crochet (508) d’'un ensemble de cha-
riot avec la fente formée dans le mandrin ;
envelopper la premiere extrémité du fil autour
du mandrin de sorte que le fil soit disposé par-
dessus la fente ;

retirer le crochet de l'intérieur de la fente formée
dans le mandrin pour former une boucle autour
du crochet, la premiére extrémité du fil étant re-
cue en position adjacente a une portion de corps
du fil distale de la boucle ; et

souder la premiére extrémité du fil a la portion
de corps adjacente du fil distale de la boucle.

Procédé selon la revendication 7, comprenant en
outre I'étape de coupe d’'une surface biseautée dans
la premiére extrémité du fil.

Procédé selon la revendication 7 ou la revendication
8, dans lequel le soudage est ultrasonique.

Procédé selon 'une quelconque des revendications
7 a 9, comprenant en outre I'étape de préhension
sélective de la portion de corps du fil pour appliquer
une tension a celui-ci.

Procédé selon 'une quelconque des revendications
7 a 10, comprenant en outre I'étape de coupe de la
portion de corps du fil a longueur adéquate.

Procédé selon la revendication 11, comprenant en
outre I'étape d’allongement de la portion de corps
du fil avant la coupe de cette derniére.
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FIG. 1C
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FIG. 3
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