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SENSITOMETRIC MODIFICATION BY 
PRE-EXIPOSURE 

This invention is concerned with photography and, 
more particularly, with the formation of multicolor 
photographic images. 

It is well known that photographic ?lms, and espe 
cially multicolor ?lms, may and generally do vary from 
lot to lot, notwithstanding efforts to “repeat7‘ previous 
?lms. - 

Manufacturers of multicolor photographic ?lms have 
developed a number of procedures to minimize the ef 
fects upon the ?nal multicolor image of unavoidable 
variations in the manufacturing operations. These vari 
ations are reflected primarily in shifts in color balance 
as re?ected in mismatching of the D log E curves of the 
individual red, green and blue exposures. Equipment 
used to coat multicolor ?lms is highly precise but varia 
tions between intended coverages of silver halide and 
/or the dye image-forming materials do occur‘. Repeat 
batches of silver halide emulsions may, and usually do, 
vary intheir photographic response. Individual layers 
may be dried to slightly different degrees-Films are 

' stored for a period of time after coating to allow the 
?lms to “age,” so that changes in sensitometry follow 
ing coating ‘have an opportunity to reach a plateau 
prior to sale. If the ?lm is designed to be developed by 
a photo?nisher or in a darkroom, processing of the ex 
posed multicolor ?lm is controlled within very narrow 
limits, typically within plus or minus a half degree of a 
prescribed temperature, in order to minimize sensito 
metric variations from ?lm to ?lm. Where the multi 
color ?lm is‘ of the negative type, an opportunity to ad 
just the sensitometry occurs in printing the desired ?nal 
positive image, during which operation the printing ex 

' posure may be appropriately color ?ltered. 
Obviously the basic sources of sensitometric varia 

tions noted above exist also in multicolor diffusion 
transfer ?lms, with the added complication that once 
the ?lm is shipped, the sensitometric properties are es 
sentially ?xed. The opportunity for adjustment pro 
vided in darkroom processing, practically speaking, is 
unavailable for ‘users of self-developing ?lms. While 
professional and advanced amatuer photographers may 
be skillful enough to utilize color correction ?lters to 
least partially “rebalance” the color balance, ordinary 
users of the ?lm would only be confused by such addi 
tional operations; more important, however, is the fact 
that the use of color correction ?lters usually results in 
a reduction of the effective?lm speed. ' 

In the manufacture of multicolor diffusion transfer 
film, it is possible ,to make small changes in the color 
balance of the resulting multicolor transfer image by 
making small changes in the concentrations or ratios of 
some of the components of the processing composition. 
This technique, while quite useful, is limited to correc 
tion of minor imbalances in the color balance of the 
?nal image. In addition, this correction technique may > 
require preparation of a'speci?c processing composi 
tion for each lot of the multicolor photosensitive ele 
ment, resulting in an uneconomical inventory of a plu 
rality of different processing compositions, including 
some which are potentially obsolete. 
The present invention is directed to this problem. A 

primary object of this invention is to provide a simple 
and economical method of modifying the sensitometry 
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2 
of a multicolor ?lm subsequent to the manufacture 
thereof. 
A further object of this invention is to provide multi 

color ?lms, particularly multicolor diffusion transfer 
?lms, wherein at least one of the blue-, green- and red 
sensitive silver halide emulsions contains a weak non 
imagewise latent image. 
Yet another object of this invention is to provide 

processes for manufacturing multicolor photographic 
?lms, wherein at least one of the blue-, green- and red 
sensitive silver halide emulsions is given a uniform, 
non-imagewise exposure to light of a predetermined ' 
wavelength range and intensity. 
Other objects of this invention will, in part, be obvi 

ous and will, in part, appear hereinafter. 
The invention accordingly comprises the method in 

volving the several steps and the relation and order of 
one or more of such steps with respect to each of the 
others, and the product possessing the features, proper 
ties and the relation of components which are exempli 
?ed in the following detailed disclosure, and the scope 
of the application of which will be indicated in the 
claims. 
For a fuller understanding of the nature and objects 

of the invention, reference should be had to the follow 
ing detailed description taken in connection» with the 
accompanying drawings wherein: 
FIG. 1 is a somewhat schematic, perspective view il- . 

lustrating a method of fabricating and assembling a suc 
cession of one type of photographic diffusion transfer 
multicolor ?lm units, the sensitometry of which may be 
modi?ed in accordance with this invention at some 
stage of the fabrication and assembly subsequent to 
coating the multicolor photosensitive element; 
FIG. 2 is a graphic illustration of the blue, green and 

red D log E curves of a multicolor reflection print ob 
tained by diffusion transfer processing a multicolor 
photosensitive element and which may be considered 
to, be a control for purposes of illustrating this inven 
tion; and 
FIGS. 3 and 4 are graphic illustrations of the blue, 

green and red D log E curves of two multicolor re?ec 
tion prints obtained using the same components as used 
in obtaining the D log E curves shown in FIG. 2 except 
that the photosensitive elements were given a weak 
preexposure in accordance with this invention, the 
curves of FIGS. 3 and 4 thus illustrating the modi?ca 
tion in sensitometry provided by this invention. . 
As noted above, the present invention has special ap 

plicability to multicolor diffusion transfer ?lms; for 
convenience, the invention will be illustrated by refer 
ence to multicolor diffusion transfer ?lms designed to 
provide integral negative-positive re?ection prints. In 
such prints, the photograph comprises the developed 
silver halide emulsions retained with the dye-image- 
carrying layer as part of a permanent laminate. The im 
age-carrying layer is separated from the developed sil 
ver halide emulsions in said laminate by a light 
re?ecting layer, preferably a layer containing titanium 
dioxide, Illustrative of patents describing such products 
and processes are US. Pat. No. 2,983,606 issued Mar. 
9, 1961 ' to Howard G. Rogers, US. Pat. Nos. 
3,415,644, 3,415,645 and 3,415,646 issued Dec. 10, 
1968 to Edwin H. Land, US. Pat. Nos. 3,594,164 and 
3,594,165 issued July 20, 1971 to Howard G. Rogers, 
and US. Pat. No. 3,647,347 issued Mar. 7, 1972 to 
Edwin H. Land. ' 
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Referring more speci?cally to the aforementioned 
US. Pat. No. 3,415,644, said patent discloses photo 
graphic products and processes employing dye devel 
opers wherein a photosensitive element and an image 
receiving layer are maintained in ?xed relationship 
prior to photoexposure and this ?xed relationship is 
maintained after processing and image formation to 
provide a laminate including the processed silver halide 
emulsions and‘ the image-receiving layer. Photoexpo 
sure is made through a transparent (support) element 
and application of a processing composition provides a 
layer of light-re?ecting material to provide a white 
background for viewing the image and to mask the de 
veloped silver halide emulsions. The desired color 
transfer image is viewed through said transparent sup 
port against said white background. 
The color characteristics and qualities of multicolor 

images are conventionally expressed in terms of the “H 
and D" or “D log E” curves of the blue, green and red 
exposure records contained in the multicolor image. 
“D log E" curves present the relationship of image den 
sity to the exposure resulting in the recorded image 
density, and the D log E curve is obtained by plotting 
the measured optical density against the logarithm of 
the exposure providing the measured density. Such 
curves may be readily plotted for diffusion transfer 
multicolor positive images, the maximum transfer den 
sity being a measure of the minimum exposure received 
by the silver halide and the lowest transfer density 
being a measure of the maximum exposure received by 
the silver halide. Customarily, the portion of minimum 
densities (D,,.,-,,) of the D log E curve is referred to as 
the “toe” portion, and the portion of the curve repro 
ducing maximum densities (D,,,,,,,) is referred to as the 
“shoulder” portion. The portion of the D log E curve 
over which the gradient or slope of the curve is substan 
tially constant, customarily referred to as the “straight 
line” portion, is a measure of the exposure range over 
which the density is proportional to log E and this por 
tion of the curve may be considered an indication of 
the latitude of the ?lm. 

In analyzing multicolor images for color quality, 
“reading" the blue, green and red D log E curves pro 
vides a means of expressing the relationship of these 
curves to each other, a relationship frequently referred 
to as color balance. If, for example, the skin tones ap 
pear greenish or bluish on visual inspection the extent 
of the apparent color imbalance may be quantitatively 
depicted by plotting the blue, green and red D log E 
curves on the same graph. If the slopes of the blue, 
green and red D log E curves match, i.e., they are the 
same or substantially the same, then the color ?lm may 
be considered to be in sensitometric balance. It is not 
necessary that the several curves overlie one another. 
In practice, integral blue, green and red reflection den 
sities are used; these densities are called “integral” be 
cause they measure the total density at a given wave 
length independent of the dye or dyes responsible for 
that density. 
While the D log E curves are considered to be a mea 

sure of the effect of variations in exposure upon the 
?nal image density, in reality they measure the amount 
of each dye controlled by the photographic system. 
Photoexposure is, of course, the major source of this 
control. Variations in manufacturing steps and storage 
prior to use also may have signi?cant effects upon the 
amount of silver halide developable during processing, 
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4 
thus affecting the ?nal response characteristics of the 
silver halide emulsions in ways adversely affecting 
color balance. 

It has been found that imbalances in the color sensi 
tometry of a given photographic system may be at least 
substantially, if not completely, reduced (corrected) by 
giving the photosensitive element a non-imagewise ex 
posure to light of selected wavelength range(s) and in 
tensity subsequent to coating of said photosensitive ele 
ment. This non-imagewise preexposure imparts a weak 
latent image of predetermined characteristics and 
thereby permits controlled modi?cations of the sensi 
tometry of an already coated and “aged‘” photosensi 
tive element. Desirable changes in color balance thus 
may be readily effected by changes in one, two or all 
three of the individual red, green and blue H and D 
curves. Reliance upon modi?cations of the processing 
composition to offset imbalances in the color sensitom 
etry of the photosensitive element itself are greatly re 
duced, in many cases even to the point where a com 
mon processing composition may be used with all or 
almost all runs of the photosensitive element. 
Although the preexposure contemplated by this in 

vention adds the same absolute amount of exposure to 
each part of the D log E curve, the effect is to add a 
proportionately larger exposure to the shoulder portion 
of the positive curve. As a result, the slope of the shoul 
der portion is changed and one may say that the shoul 
der portion is “bent over." This makes it possible to 
change the slope of an individual blue, green or red D 
log E curve. In addition, an individual curve also may 
be caused to “slide over” to more closely overlie one 
or both of the other curves, in whole or in part, if such 
a relationship is found desirable; this type of change in 
sensitometry may be used to change the “?lm speed” 
of one or more silver halide emulsions. 

In practice, the preexposure may be to a speci?c 
wavelength range, e.g., to blue, green or red light, or it 
may be to a combination of several colors, or to both 
white light and a specific wavelength range or ranges. 
Indeed, it may be desirable in a given instance to preex» 
pose to two different wavelength ranges in a ratio such 
that one silver halide emulsion receives more preexpo 
sure than does another. Such differential preexposures 
may provide useful interimage effects. 
A wide variety of color ?lters are commercially avail 

able and may be used in the practice of this invention, 
including the well known Wratten ?lters. The light 
transmission characteristics of many suitable ?lters are 
described in “Kodak Filters For Scienti?c and Techni 
cal Uses,” published by Eastman Kodak Co. as Kodak 
Publication No. 8-3. If necessary, ?lters of special light 
transmission characteristics may be readily prepared. 
The preexposure contemplated by this invention is 

most advantageously applied after the photosensitive 
element has aged to “maturity,” i.e., the sensitometry 
of the‘ photosensitive element as manufactured is no 
longer changing significantly with time. Indeed, the 
bene?cial effects of preexposure may be offset, in 
whole or in part, by ageing changes if the preexposure 
is effected before the photosensitive element has com 
pleted ageing. In the same sense, the image-receiving 
system and the processing composition also should 
have reached their maturity prior to determining the 
desired preexposure. 



5 
I The implementation of this invention may be more 
readily understood if further description is made in the 
context of a speci?c diffusion transfer ?lm. 
Multicolor diffusion transfer images may be obtained 

usinga variety of arrangements of the image-receiving 
layer and the silver halide emulsions. Thus, these layers 
may be carried by a common support or by separate 
supports brought into superposition after photoexpo 
sure. A particularly advantageous ?lm" structure is 
shown in the aforementioned U.S. Pat. No. 3,415,644 
wherein the requisite layers are in superposed relation 
ship prior to and during photoexposure, and these lay 

_ ers are maintained in‘ superposed relationship as a per 
manent laminate after processing and image formation. 
Such ?lm'units typically contain an outer transparent 
layer‘ or support through which photoexposure is ef 
fected and the ?nal multicolor image viewed, and an 
other outer layer or support carrying at least the photo 
sensitive layers, the latter support preferably being 
opaque. While these supports or sheet-like elements 
may simply be. held in superposed relationship, e.g., by 
a binding tape'around the edges, in the preferred em 
bodiment these elements are laminated together prior 
to photoexposure. This prelamination provides a num 
ber of benefits, both during manufacture and in photo 
exposure. Following exposure, the elements are delam 
inated by the distribution of a ?uid processing composi 
tion which, upon solidi?cation, bonds the elements to 
gether to form the desired permanent laminate. Proce 
dures for forming such prelaminated ?lm units wherein 
the two elements are temporarilylaminated together 
prior to exposure are described, for example, ‘in U.S. 
Pat. No. 3,625,281 to Albert J. Bachelder and Freder 
ick J. Binder and in U.S. Pat. No. 3,652,282 to Edwin‘ 
H. Land,'both issued Mar. 28, 1972. A prelaminated 
integral ?lm unit is easier to handle and manipulate 
during assembly and during exposure'and processing 
within the camera; it is more compact and hence, per 
mits smaller and less bulky ?lm packs and. cameras; and 
it is less subject to buckling and distortion due to tem 
perature and humidity changes and more likely to lie 
?at and remain planar during exposure. Since the ele 
ments are in contact throughout the entire extent of 
their facing surface, every portion of each element is 
exposed to substantially the same ambient‘ conditions 

' so that each portion has the same physical and chemi 
cal properties as every other portion and the elements 

‘ produce uniform results, the photographically active 
layers of the ?lm unit are not only protected-against 
mechanical damage, but are additionally protected 
against changes in ambient conditions which may also 
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1973). Film unit 10 comprises a ?rst or photosensitive‘ 
sheet 12, a second or image-receiving sheet 14, ruptur 
able container 16 holding a quantity of a liquid process 
ing composition, a mask or binding sheet 18, a trapping 
element 20 and a sealing strip 22. Sheets 12 and 14 are 
preferably rectangular, are substantially equal in width 
and arranged in superposed face-to-face contact with 
one another with the lateral edges of the sheets sub 
stantially in alignment. The second sheet 14 is substan 
tially longer than the photosensitive sheet 12 and in 
cludes a leading end“ section 24 extending beyond the 
leading edge of sheet 12 by a distance slightly in excess 
of the shorter dimension of container 16 and a trailing 
endsection 26 extending a relatively short distance be 
yond the trailing edge of photosensitive sheet 12. In a 
preferred embodiment of the ?lm unit, the photosensi 
tive and image-receiving sheets are laminated to one 
another throughout substantially the entire area of 
their facing surfaces except for a narrow region adja 
cent the leading edge of the photosensitive sheet. 
Sheets 12 and 14 are secured in face-to-face relation 

at their lateral and trailing end margins by binding 
sheet 18 which is generally rectangular in shape and 
formed with a rectangular exposure opening 28 slightly 
smaller than photosensitive sheet 12. Binding sheet 18 
is preferably formed of a strong, light-opaque, white 
material such as, for example, a laminate including a 
layer of paper, a polymer and an opaque layer such as 
a metallic coating and/or pigment carried on or within 
a layer of sheet 18. The mask or binding sheet is larger 
than the image-receiving sheet 14 and includes a lead 
ing end section 30, a trailing end section 32 and lateral 
marginal sections 34‘ adapted to be folded over the 
edges of the ?lm unit. Sheet 18 is adhered to the outer 
surface of sheet 14 substantially over the entire facing 
surfaces of the two sheets surrounding exposure open 
ing 28. Lateral marginal sections 34 of sheet 18' are 
folded around the lateral edges of sheets 12 and 14 and 
secured to the margins of sheet 12. Trailing end section 
32 of sheet 18 is folded around the trailing edge of 
sheet 14 and secured to the outer surface of photosen 
sitive sheet 12 near the trailing edge thereof. 
Container 16 is of the type shown in U.S. Pat. No. 

2,543,181 and is formed by folding a rectangular blank 
of a ?uid impervious sheet material medially and seal 
ing the marginal sections of the blank to one another 

1 to form a cavity for containing processing liquid. Con 

effect their function. Moreover, processing, speci?- . 
cally, spreading of the processing liquid within the film 
unit, is facilitated since there is little or substantially no 

. air between the sheets to interfere with liquid distribu 
tion. 

In the preferred embodiments, dye developers are 
employed to provide thedesired multicolor transfer im 
age. Diffusion transfer processes utilizing dye develop 
ers are well known, and reference may be made to the 
above-mentioned U.S. patents for details. _ 
One method of fabricating and assembling diffusion 

transfer ?lm units designed to provide integral nega 
tive-positive re?ection prints is illustrated in FIG. ‘1 
(this method is the subject of the copending application 
of Louis 0. vBruneau, Ser. No. 135,539, ?led Apr. 20, 
1971, now U.S. Pat. No. 3,752,723 issued Aug. 14, 

55 
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tainer 16 is mounted on the leading edge section 24 of 
sheet 14 adjacent the leading edge of photosensitive 
sheet 12 in position to discharge its ?uid contents be 
tween the photosensitive and image-receiving sheets. 
Container 16 is retained in place by portion of lateral 
edge sections 34 secured to the ends of the container 
and leading end section 30 of binding sheet 18 which 
is folded aroung the leading edge of sheet 14 and se 
cured to a longitudinal edge of the container. Sealing 
strip 22 is secured to a longitudinal marginal section 36 
of the container and the leading end margin of photo 
sensitive sheet 12 and cooperates with the sheets to 
bridge the gap between the container and the photo 
sensitive sheet and form a conduit for conducting the 
liquid from the container between the photosensitive 
and image-receiving sheets. 

In the processing of the ?lm unit shown, the ?lm unit 
is advanced, container foremost, relative to and be 
tween a pair of pressure-applying members which ini 

‘ tially ‘apply compressive pressure to the container to 
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eject its liquid contents between the photosensitive and 
image-receiving sheets and then distribute the mass of 
liquid between the sheets toward the trailing ends 
thereof to form a layer of substantially uniform, prede 
termined thickness at least coextensive with the area 
de?ned by exposure opening 28. In order to insure suf 
?cient processing liquid to form a layer of the required 
area and thickness between the sheets, excess process 
ing liquid may be provided in container 16 and the ?lm 
unit includes trapping means for collecting and retain 
ing excess processing liquid overrun. In the form 
shown, these means comprise trapping element 24 
shown as a narrow strip of a relatively thick sheet mate 
rial formed with perforations and indentations 38 
which occupy the major portion of trapping element 
20. The trapping element is secured between trailing 
end section 32 and the trailing end margins of sheets 12 
and 14 with the perforations and indentations 38 coop 
erating with sheets 12, 14 and 18 to provide spaces for 
collecting and retaining excess processing liquid over 
run. 

In the assembly method shown in FIG. 1, component 
transport is achieved by utilizing a common component 
of the ?lm units themselves as the means for transport 
ing the components throughout the major portion of 
the fabrication and assembly operations. This common 
component is the mask or binding sheet 18 which is ini 
tially provided in the form of an elongated web or strip 
designated 40 in FIG. 1, the locations at which strip 40 
is folded and cut to provide mask 18 being indicated by 
dot-dash lines. Strip 40 has a width substantially equal 
to the length of binding sheet 18 and remains intact as 
a continuous strip throughout all but the last two as 
sembly operations. Thus the components of the individ 
ual ?lm units are mounted on and attached to strip 40 
as the latter is moved intermittently or continuously 
through the various fabrication, assembly and inspec 
tion stations at which the components of the succession 
of ?lm units are assembled to form ?lm units each hav 
ing its longitudinal dimension extending in a direction 
transverse to the length of strip 40. . 

Strip 40 which forms a succession of binding sheets 
18 is of substantial length, i.e., hundreds of feet, and 
has a width equal to the overall length of each binding 
sheet. It may be in coiled form and provision may be 
made for splicing the trailing end of a strip to the lead 
ing end of the next succeeding coil of strip 40 without 
interrupting the fabrication and assembly operation. 
The ?rst operation performed on strip 40 as part of the 
fabrication and assembly process illustrated in FIG. 1, 
is a cutting operation in which the rectangular exposure 
opening 28 is formed and notches 42 and 44 are 
formed in the opposite lateral margins of strip 40 to 
prevent overlap and excessive thickness in the regions 
in which the mask sheet is folded around the edges of 
the image-recording sheet during subsequent assembly 
operation. The cutting operation may be performed by 
conventional means such as a punch and die. 
Although the photosensitive and second sheets 12 

and 14 may be brought into the assembly operation as 
separate, elongated strips, in the preferred embodiment 
illustrated, the photosensitive and second sheets 
(strips) are also supplied in the form of coils having 
widths equal to the lengths of the respective sheets and 
are laminated to one another prior to being brought 
into association with strip 40. The laminating process 
essentially comprises guiding the photosensitive and 
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8 
image-receiving sheet along converging paths into su 
perposed relation, distributing a laminating liquid be 
tween the sheets and pressing them into face-to-face 
contact. For this purpose, a pair of laminating rollers 
46 and 48 may be employed for advancing the sheets 
thereb'etween into face-to-face contact and pressing 
the sheets together with a nozzle 50 for introducing the 
laminating liquid between the sheet at the nip of rollers 
46 and 48. A particularly useful laminating liquid com 
prises an aqueous solution of a water-soluble polyethyl 
ene glycol, as described and claimed in the copending 
application of Edwin H. Land, Ser. No. 247,023 ?led 
Apr. 24, 1972. 
The assembly process begins with the bringing to 

gether of a laminate comprising the photosensitive and 
image-receiving sheets, and carrier strip 40 and adher 
ing the laminate to the carrier strip which thereafter 
functions to transport sections of the sheets (laminate) 
as well as the other components of the ?lm units 
through subsequent fabrication, assembly and inspec 
tion operations. As shown in FIG. 1, the carrier strip 40 
is moved upwardly over a guide 52 and then along a 
generally horizontal path through a succession of ma 
chine stations in which the assembly and inspection 
operations are performed. The laminate comprising 
photosensitive and second sheets 12 and 14 is ad 
vanced by suitable means such as a pair of rollers 54 
and 56 into superposition with strip 40 at guide 52. The 
laminate is advanced from between rollers 54 and 56 
between a knife 58 and anvil 60 operative to cut the 
laminate transversely to form a leading end edge nor 
mal to the lateral edges of the laminate. Both carrier 
strip 40 and the laminate are advanced into superposi 
tion such that the leading edge designated 62 of the 
laminate is located approximately one quarter of the 
distance from an edge of an exposure opening 28 in 
strip 40 and the adjacent edge of the preceding expo 
sure opening. 

In the assembly process, strip 40 may be moved ei 
ther continuously or intermittently, the latter method 
being illustrated in FIG. 1, and motion of strip 40 and 
the section of the laminate are arrested with the leading 
edge margin of the laminate, located with respect to 
strip 40 as previously indicated, disposed between the 
jaws, one of which is shown and designated 64, of a 
heat sealing device adapted to apply heat and compres~ 
sive pressure to strip 40 and the laminate to bond the 
leading edge portion of image-receiving sheet 14 to 
strip 40. For this purpose, the upper surface of strip 40 
is coated with a conventional heat activated adhesive 
formed, for example, of a thermoplastic polymer. Car~ 
rier strip 40 is then advanced to a second heat sealing 
station including a pair of juxtaposed jaws one of which 
is shown and designated as 66, for sealing the image 
receiving sheet to carrier strip 40 in the region com 
pletely surrounding the exposure opening 28 in the car 
rier strip. Subsequent to adhering the leading edge por 
tion of the laminate to strip 40 at the heat sealing sta 
tion including jaw 64 and prior to or during movement 
of the strip and laminate into the second heat sealing 
station including jaw 66, knife 58 is actuated to sever . 
the laminate to the desired length and the strip is 
caused to advance a greater distance than the laminate 
to provide spacing between the trailing edge of the sec 
tion of the laminate severed from the remainder of the 
laminate and the new leading edge of the laminate 
formed by actuation of knife 58. This motion is suf? 
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cient to locate the leading edge 62 of the laminate with 
respect to strip 40 as previously described and between ' 
the heat'sealing jaws of the ?rst heat sealing station. 
Thus the process is basically one of heat sealing the 
laminate to the carrier strip, advancing the carrier strip 
so as to move the laminate heat sealed thereto toward 
the leading edge, severing the laminate to length and 
then advancing the'next succeeding leading end por 
tion of the laminate into position with respect to strip 
40 to be heat sealed. 
The primary reason for preferring prelamination of 

the photosensitive and second sheets, at least insofar as 
the manufacturing and assembly processes are con 
cerned, will be apparent at this point. In the initial heat 
sealing operation, it is a section of the image-receivingv 
sheet which is attached to the carrier strip so if the pho 
tosensitive sheet were not laminated to the image 
receiving sheet, provision would be required for at least 
temporarily attaching the photosensitive sheet to the 
image~receiving sheet which is in turn attached to car 
rier strip 40. In a manufacturing process in which the 
photosensitive and image-receiving sheets are not pre 
laminated by distribution of a laminating liquid, they 
may at least be temporarily attached to one another by 
heat sealing jaws located adjacent knife 58, preferably 
ahead of the knife and adapted to soften and bond to 
one another portions of the facing polymeric layers of 
the two sheets in regions which are located near the 
margins of the sheets in the completed film unit. 
At the next station or stations in the ?lm assembly ap 

paratus, a container 16 is attached to an end lateral 
marginal portion of strip 40 which comprises leading 
end section 30 of mask sheet 18 and a trapping element 
20 is mounted on a marginal section of strip 40 which 
comprises a trailing end section 32 of mask sheet 18. 
The container 16 is attached by heat sealing the longi 
tudinal margin of the container located opposite mar 
ginal sections 16, by gripping the leading end section 
30 and the margin of the container between a pair of 
heat sealing jaws. Trailing element 20 is similarly 
mounted at the opposite‘ edge of strip 40 by compress 
ing the element and trailing end section between a pair 
of heat sealing jaws. The trapping element may take the 
form of an elongated strip or web severed from the re 
mainder thereof immediately prior to or subsequent to 
adherence by heat sealing to carrier strip 40. 
Each container 16 may be formed as one of a succes 

sion of containers produced by a continuous process 
and severed from a strip of containers by a knife and 
anvil 68 and'70 immediately prior to or subsequent to 
heat sealing of the container to carrier strip 40. In the 
embodiment shown in FIG. 1, sealing strip 22 is heat 
sealed to a longitudinal marginal section 36 of con 
tainer 16 prior to severance of the container from the 
remainder of a strip of containers. Sealing strip 22 may 
also take the form of an elongated, coiled strip and heat 
sealing thereof to the strip of containers may be either 
a continuous or an intermittent operation performed by 
compressing the containers and strip 22 between a pair 
of heat sealing members one of which is shown as jaw 
72 in FIG. 1. In this manner both sealing strip 22 and 
a container 16 are severed simultaneously and to the 
same length. As is previously noted, this may be accom 
plished either subsequent to ‘or prior to adherence of 
the container to a margin of strip 40. 
The next operations in the fabrication and assembly 

process are folding operations in which the leading end 
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section 30 to which a container is attached and the 
trailing end section 32 to which a trapping element 20 
is attached, are folded through 180° so that the con 
tainer is brought into face-to-face relation with the 
leading end section 24 of the image-receiving sheet and 
the trapping element 20 is brought into face-to-face re 
lation with the trailing end sections of the photosensi 
tive and image-receiving sheets and is con?ned be 
tween the trailing end sections and trailing end section 
32 of sheet 18. The folding operations may be accom 
plished by conventional means such as plows and/or 
movable ?ngers such as are well-known in the art. 
The next assembly operations involve the heat seal 

ing of stip 22 to the leading margin of photosensitive 
sheet 12 and the heat sealing of trailing end section 18 
to the photosensitive sheet near the trailing edge 
thereof. These heating sealing operations are accom 
plished by conventional means in the same manner as 
the previously described heat sealing operations, 
namely by compressing the sheets to be sealed to one 
another between a pair of heated jaws. Heat sealing of 
strip 22 and trailing end section 32 to the outer surface 
of the photosensitive sheet complete the assembly 
operations in which a succession of ?lm units, in vari- ’ 
ous stages of assembly and fabrication are coupled to 
one another and transported by carrier strip 40. 
The fabrication and assembly apparatus will'also in 

clude a number of inspection stations which serve to 
insure that each successive fabrication and assembly 
operation has been performed correctly. These inspec 
tion means will include means adapted to determine, 
for example, whether or not the laminated and photo 
sensitive and image-receiving sheets are properly 
aligned with strip 40; that the leading edge of each sec 
tion of the laminate is properly located with respect to 
an exposure aperture; that trapping element 20 is at 
tached to the carrier strip and is properly located 
thereon; that a container and heat sealing strip 22 are 
attached to the carrier strip and properly located 
thereon; and that the various folding and sealing de 
vices have performed as required. Such inspection 
means are well-known in the art and include mechani 
cal, optical and pneumatic devices for sensing the pres 
ence and/or location of the various components. The 
purpose of providing continuous monitoring of the fab 
rication and assembly process is to-promptly identify 
improperly fabricated or assembled ?lm units immedi 
ately following the particular fabrication or assembly 
step being monitored so that action can be taken to 
correct the operation which is resulting in the defect 

' and to promptly identify the defective ?lm unit so that 
subsequent assembly operations are not performed 
thereon and components wasted, and the ?lm unit will 
be rejected or set aside for salvage of components and 
/or further remedial work at a subsequent stage in the 
manufacturing process. 
Following heat sealing of the leading and trailing end 

sections 30 and 32 to the photosensitive sheet, the suc~ ' 
cession of film units carried by strip 40 is advanced be 
tween a knife 74 and anvil 76 which cooperate to sever 
strip 40 substantially midway between the trailing edge 
of the laminated photosensitive and second sheets of 
one ?lm unit and the leading edge of the laminate of 
the next succeeding ?lm unit. At this stage in the pro 
cess, the individual ?lm units are then transported by 
a carrier which is part of the assembly machine and 
transports the ?lm units through at least two more work 
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stations. In the ?rst, lateral marginal sections 34 are 
folded and in the second station, sections 34 are heat 
sealed to the lateral margins of photosensitive sheet 12. 
During these last two steps, the ?lm units are preferably 
advanced in a direction transverse to their previous di 
rection so that folding may be accomplished by con 
ventional means such as plows and/or fingers and the 
heat sealing steps may be performed either continu 
ously as by advancing the margins of each ?lm unit be 
tween pairs of heat sealing rollers, or intermittently by 
clamping the margins between heat sealing jaws two of 
which are shown in FIG. 1 and designated 78. 
Upon completion of this last operation, the assembly 

of each ?lm unit is complete and following a ?nal in 
spection the ?lm unit is ready to be loaded separately 
or together with other ?lm units into a suitable light 
tight container or cassette in which it is exposed within 
a camera. 

As stated earlier, the present invention provides for 
modi?cation of the sensitometry of a multicolor ?lm by 
effecting a controlled, non-imagewise (uniform) expo 
sure of the coated photosensitive element. This preex 
posure may be effected at any convenient stage of the 
fabrication and assembly operation. In the embodiment 
shown in FIG. 1, a preexposure station is provided just 
before the laminate 12 is cut into ?lm unit-size seg 
ments and joined to the carrier strip 40. The preexpo 
sure station comprises a light source 84 positioned to 
expose a predetermined portion of the photosensitive 
sheet 12 through image-receiving sheet 14, a color ?l 
ter 86. Where it is found to be desirable, a plurality of 
preexposure stations may be provided, each adapted to 
provide a non-imagewise exposure of a predetermined 
nature. Alternatively, a single preexposure station may 
include several different color ?lters, each having the 
requisite light transmission properties required to ef 
fect exposure to the desired wavelength range or 
ranges. If it becomes necessary to reduce the intensity 
of the light transmitted by the color ?lter, a suitable 
neutral density ?lter may be included in the light path. 
Suitable shielding means, not shown, are provided to 
prevent light transmitted by the ?lter(s) from striking 
unintended portions of the photosensitive element. The 
light source may be one which is pulsed, such as a 
strobe, in synchronization with the intermittent assem 
bly operation shown in FIG. 1; appropriate indexing 
means may be provided to insure registration of the 
preexposed area with the image area de?ned by the 
mask 18. Because the preexposure step utilizes ex 
tremely low light intensities, the light source 84 will re 
quire replacement only infrequently, and its light emis 
sion characteristics will remain substantially constant 
for long periods of use. 

In the embodiment shown in FIG. 1, the preexposure 
station is positioned just before the laminate 14 is sev 
ered into ?lm unit segments mounted on the carrier 
web 40. Alternatively, the preexposure station may be 
positioned just before the knife 74 severs the carrier 
web 40 or at any other convenient stage of the fabrica 
tion and assembly operation, including effecting the de 
sired preexposure before the photosensitive sheet 12 is 
laminated to the image receiving sheet 14. In the later 
instance, a continuous light source may be more ef? 
cient than an intermittent light source. While the pre 
exposure step also may be preformed on the com 
pletely assembled individual ?lm units 10, this altema 
tive is less preferred because of the reduced ease of 
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handling the individual ?lm units as compared with the 
embodiments wherein preexposure is effected while 
the photosensitive element is carried by a carrier sheet, 
as in FIG. 1. 

In the practice of this invention, a photosensitive ele 
ment is exposed to a suitable multicolor step-wedge 
and diffusion transfer processed with a given process 
ing composition and image-receiving element. The 
blue, green and red D log E curves of the resulting mul 
ticolor transfer image (control image) are prepared. 
Examination of these D log E curves will indicate to 
one skilled in color photographic sensitiometry the 
manner and extent to which the individual D log E 
curves depart from the desired curve shape. From this 
examination, one may determine by routine analysis 
and experimentation how much additional exposure 
would be required of what wavelength range or ranges 
to bring the individual D log E curve(s) closer to their 
desired shape(s). The photosensitive element of an 
other ?lm unit, having the identical photosensitive ele 
ment, image-receiving element and processing compo 
sition as used in obtaining the control image, is then 
given a uniform exposure to light of the wavelength 
range(s) and intensity estimated to be necessary to pro 
vide the desired changes in the D log E curves of the 
control image. The blue, green and red D log E curves 
of the resulting test multicolor tranfer image are then 
prepared and compared with the control. While more 
than one “test” may be required to determine the pre 
exposure effective to give the desired D log E curve 
shape changes, such tests may be performed rapidly 
and easily, and the number of tests required to deter 
mine the most suitable preexposure very rapidly de 
creases with experience. 
The invention may be better understood by reference 

to FIGS. 2, 3 and 4. Blue, green and red D log E curves 
are reproduced in FIG. 2 for a control integral negative 
positive re?ection print. FIGS. 3 and 4 illustrate the 
changes effected in the D log E curves as a result ofgiv 
ing another section of the same photosensitive element 
different preexposures followed by processing unsing 
the same image-receiving system and processing com 
position as used in forming the control integral nega 
tive-positive re?ection print. Thus, all components of 
the ?lm unit were kept constant and the differences in 
curve shapes result directly from the speci?c preexpo 
sures. In each instance, preexposure was effected using 
an E, G and G Mark 6 Sensitometer set at 10'4 seconds 
exposure using a Xenon strobe exposure source, with 
the photosensitive element approximately 6 inches 
from the light source. The D log and E curves repro 
duced in FIG. 3 were obtained following preexposure 
in the described manner through a 2.60 neutral density 
?lter and a Wratten 21 color ?lter, while the curves re 
produced in FIG. 4 were obtained as a result of preex 
posure through a 2.60 neutral density ?lter and a Wrat 
ten 23 ?lter. (The neutral density ?lters were used 
solely to reduce the amount of light passed by the 
Wratten ?lter without modifying the wavelength ran 
ge(s) or wavelength ratios of that light.) A Wratten 21 
transmits visible light above about 540 nm and appears 
orange in color; it passes less green than red light and 
no blue light. A Wratten 23 ?lter transmits visible light 
above about 560 nm and appears light red in color; it 
transmits a wavelength range similar to that of the 
Wratten 21 ?lter but effects less green exposure rela 
tive to the red exposure obtained with the Wratten 2l 
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?lter. A comparison of the D log E curves clearly shows 
highly desirable curve shape changes, providing in 
creased" dynamic‘ range and changesin slope bringing 
the individual curves into a more parallel relationship 
to give improved color balance and increased red 
speed. > ' ' 1 

It should be readily recognized that the particular 
components used in the above illustration are essen 
tially immaterial since they were maintained constant 
except for the preexposure. While details of these com 
ponents therefore need not be set forth, it may be noted 
that the photosensitive element, imageereceiving ele 
ment and processing composition were essentially the 
same as those described in the above-mentioned co 
pending application of Edwin H. Land, Ser. No. 
247,023 ?led Apr. 24, 1972, the same yellow, magenta 
and cyan dye developers being used and the photosen 
sitive and image-receiving elements being prelaminated 
as therein described. , 

The preexposures described above were effected 
through the image-receiving element 14 subsequent to 
the lamination thereof to the photosensitive element 
12. indeed, it has been found that the bene?cial effects 
of preexposure for sensitometric modi?cation are re 
tained over a longer‘period if the photosensitive layers 
are part of a laminate between polymeric supports. 
While the reasons for this stabilizing effect of the lami 
nate upon the preexposure bene?cial effects are not 
known, it is believed that the insulation to changes in 
ambient conditions provided by the laminate is particu 
larly signi?cant. In addition, the polymeric supports 
provide protection against atmospheric components 
which might cause or facilitate fading of the latent 
image imparted by preexposure. The polymeric sup 
ports may comprise any of the conventional ?lm base 
materials, and preferably are substantially imperme 
able to oxygen transmission. Polyesters, such as poly 
ethylene terephthalate, are particularly useful'supports. 

In general,‘ the preexposure intensity is such as to 
provide a weak latent image, although the preexposure 
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may be so low as to merely- bring the resulting latent . 
image to just below the threshold of developability. In 
practice it has been found that the preexposure level is 
such that any reduction in Dmu, contributed by the sil 
ver halide emulsion(s) preexposed as compared with 
the corresponding control is preferably no more than 
about 0.l to 0.2; higher preexposure levels may be used 
if found necessary. The intensity of the preexposure is 
very low, e.'g., about l/2,500 to 1/400 the exposure re 
quired to provide fully exposed areas, i.e., the exposure 
corresponding to the Dmm of the positive image. 

It should now be apparent that this invention pro 
vides a method for maintaining the photographic con 
sistency of a total diffusion transfer system, notwith 

, standing normal variations in manufacture and ageing 
of the components. The herein disclosed use of preex 
posure to modify andadjust the sensitometry of a mul 
ticolor system has found to be a very effective method 
of modifying the color balanace of a multicolor diffu 
sion transfer ?lm. This method reduces the need for 
modi?cation of the processing composition for use with 
manufacturing variants of the multicolor photosensi 
tive element. The rebalancing method is one which per 
mits maximum ?exibility in the manufacturing and 
coating operations so that only a minimum of photo 
sensitive material need be deemed unusable as “out of 
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speci?cation" with respect to color balance. The rebal 
ancing method is brought into operation at a relatively 
late stage of the ?lm manufacturing operation, provid 
ing the ability to adjust after the photographic system 
has aged to equilibrium values. 
Although this invention has been illustrated by the 

use of dye‘ developers, it will be understood that it may 
vadvantageously be employed with other imaging sys 
tems wherein the image-forming components are ini 
tially diffusible or initially non-diffusible. The photo 
sensitive element may be of the multilayer type, as in 
the illustrative disscussion,'or of the screen type such 
as described in US. Pat. No. 2,968,554. 
Since certain changes may be made in the above 

product and process without departing from the scope 
of the invention herein involved, it is intended that all 
matter contained in the above description or shown in 
the accompanying drawings shall be interpreted as il 
lustrative and not in a limiting sense. 

I claim: ' 

1. A multicolor photosensitive element for use in 
forming diffusion transfer images comprising a support 
carrying a‘ blue-sensitive silver halide emulsion, a 
green-sensitive silver halide emulsion and a red 
s'ensitive silver halide emulsion, each of said silver hal 
ide emulsions having associated therewith, respec 
tively, a yellow image dye-providing material, a ma 
genta image dye-providing material, and a cyan image 
dye-providing material, at least one of said silver halide 
emulsions containing a weak uniform latent image 
formed by uniform exposure of said photosensitive ele 
ment, after coating of said silver halide emulsions, to 
light of a predetermined wavelength'range, said preex 
posure being of an intensity and wavelength range 
adapted to bring the slopes of the D log E curves of the 

' positive transfer images obtained from said silver halide 
emulsions following image-wise exposure into a more 
nearly parallel relationship with each other. 
2; A multicolor photosensitive element as de?ned in 

claim 1 wherein at least two of said silver halide emul 
sions contain a weak uniform latent image, each of said 
uniform latent images being formed by uniform expo 
sure of said photosensitive element to light of a prede 
termined wavelength range. ' 

3. A multicolor photosensitive element as de?ned in 
claim 1 wherein uniform exposure is to a ?rst wave 
length range which exposes each of said silver halide 
emulsions ‘as well as to a second wavelength range 
which provides an additional exposure of at least one 
of said silver halide emulsion. 

4. A multicolor photosensitive element as de?ned in 
claim 1 wherein said green-sensitive silver halide emul 
sion and said red-sensitive silver halide emulsion each 
contain a weak uniform latent image. 

5. A multicolor photosensitive element as de?ned in 
claim 1 wherein each said image dye-providing mate 
rial is.a dye developer. 

6. A photographic ?lm unit adapted to be exposed 
and processed to produce a diffusion transfer image in 
color and comprising, in combination: 
a laminate including two dimensionally stable layers 
and a plurality of layers intermediate said dimen 
sionally stable layers, at least one of said dimen 
sionally stable layers being transparent, said plural 
ity of layers including an image-receiving layer and 
a blue-sensitive silver halide emulsion, a green 
sensitive silver halide emulsion and a red-sensitive 
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silver halide emulsion, each of said silver halide 
emulsions having associated therewith, respec 
tively, a yellow image dye-providing material, a 
magenta image dye-providing material, and a cyan 
image dye-providing material, at least one of said 
silver halide emulsions containing a weak uniform 
latent image formed by uniform exposure of said 
photosensitive element, after coating of said silver 
halide emulsions, to light of a predetermined wave 
length range, said preexposure being of an intensity 
and wavelength range adapted to bring the slopes 
of the D log E characteristic curves of the positive 
transfer images obtained from said silver halide 
emulsions following imagewise exposure into a 
more parallel relationship with each other, and 

a rupturable container releasably retaining a ?uid 
processing composition, said rupturable container 
being coupled to said laminate in position to dis 
charge its liquid contents for spreading between a 
predetermined pair of said layers of said laminate 
to thereby cause delamination of said laminate be 
tween said predetermined layers thereof. 

7. A photographic ?lm unit as de?ned in claim 6 
wherein each of said dimensionally stable layers com 
prise polyethylene terephthalate. 

8. A photographic ?lm unit as de?ned in claim 6 
wherein said laminate includes a stratum of a high mo 
lecular weight polyethene glycol between the said sur 
faces of said predetermined layers at which delamina 
tion is effected by spreading of said processing compo 
sition. 

9. A photographic ?lm unit as de?ned in claim 6 
wherein said processing composition includes titanium 
dioxide and is adapted, upon being distributed between 
said predetermined layers, of providing a light 
re?ecting layer capable of masking the developed silver 
halide emulsion layers. 

10. A photographic ?lm unit as de?ned in claim 6 
wherein said image-receiving layer is supported on said 
transparent dimensionally stable layer and said silver 
halide emulsion layers are supported on said other di 
mensionally stable layers, said other dimensionally sta 
ble layers being opaque. 

11. A photographic ?lm unit as de?ned in claim 6 
wherein atleast two of said silver halide emulsions con 
tain a weak uniform latent image, each of said latent 
images being formed by uniform exposure of said pho 
tosensitive element to light of a predetermined wave 
length range. 

12. A photographic ?lm unit as de?ned in claim 6 
wherein uniform exposure is to a ?rst wavelength range 
which exposes each of said silver halide emulsions as 
well as to a second wavelength range which provides an 
additional exposure of at least one of said silver halide 
emulsion. 

13. A photographic ?lm unit as de?ned in claim 6 
wherein said green-sensitive silver halide emulsion and 
said red-sensitive silver halide emulsion each contain a 
weak latent image. 

14. A photographic ?lm unit as de?ned in claim 6 
wherein each said image dye-providing material is a 
dye developer. 

15. A photographic film unit as de?ned in claim 6 
wherein said uniform latent image is of an intensity 
such that any reduction in said positive image re?ec 
tion density resulting from said uniform exposure is no 
greater than about 0.1 to about 0.2. 
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16. The method of improving the sensitometry of a 

multicolor photosensitive element, said element com 
prising a blue-sensitive silver halide emulsion, a green 
sensitive silver halide emulsion and a red-sensitive sil 
ver halide emulsion, each of said silver halide emul 
sions having associated therewith, respectively, va yel 
low image dye-providing material, a magenta image 
dye-providing material and a cyan image dye-providing 
material, said method comprising imparting a weak 
uniform latent image to at least one of said silver halide 
emulsions prior to photoexposing said silver halide 
emulsions imagewise, said weak uniform latent image 
being formed by a uniform low intensity exposure to 
light of a predetermined wavelength range. 

17. The method as de?ned in claim 16 wherein each 
said image dye-providing material is a dye developer. 

18. A method of manufacturing a multicolor photo 
sensitive element for use in a multicolor diffusion trans 
fer process, said method comprising the steps of (a) 
coating a multicolor photosensitive element comprising 
a support carrying a blue-sensitive silver halide emul 
sion, a green-sensitive silver halide emulsion and a red 
sensitive silver halide emulsion, each of said silver hal 
ide emulsions having associated therewith, respec 
tively, a yellow image dye-providing material, a ma 
genta image dye-providing material, and a cyan image 
dye-providing material; (b) exposing a sample section 
of said multicolor photosensitive element to a color 
sensitometry target; (0) diffusion transfer processing 
said exposed multicolor photosensitive element and an 
alyzing the resulting multicolor transfer image to deter 
mine the blue, green and red D log E characteristic 
curves of said transfer image as obtained from said 
blue-, green-, and red-sensitive silver halide emulsions 
thus processed and the deviation of each from a desired 
aim characteristic curve; and (d) uniformly exposing 
the remaining multicolor photosensitive element to 
light of a predetermined wavelength range and inten 
sity to provide a weak uniform latent image in at least 
one of said silver halide emulsions, said weak uniform 
latent image being effective to modify at least one of 
said initial characteristic curves to more closely corre 
spond with said desired characteristic curve. 

19. The method as de?ned in claim 18 wherein said 
silver halide layers are temporarily laminated between 
polymeric support layers being-substantially imperme 
able to oxygen transmission, at least one of said support 
layers being transparent. 

20. The method as de?ned in claim 18 wherein said 
silver halide layers are temporarily laminated between 
polyethylene terephthate support layers, at least one of 
said support layers being transparent. 

21. The method as de?ned in claim 19 wherein said 
temporary lamination is effected prior to said uniform 
exposure. 

22. The method as de?ned in claim 18 wherein said 
uniform exposure is applied after said photosensitive 
layer, the image-receiving system and the processing 
composition have completed their respective ageing 
process. 

23. A photographic product which comprises a first 
polymeric support substantially impermeable to oxy 
gen, a red-sensitive silver halide emulsion; a green 
sensitive silver halide emulsion; and a blue-sensitive sil 
ver halide emulsion; said silver halide emulsions having 
associated therewith, respectively, a cyan dye devel 
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oper, a magenta dye developer and a yellow dye devel 
oper; an image-receiving layer for receiving image dyes 
transferred thereto as a function of exposure and devel 
opment of said silver halide emulsion layers; a second 
polymeric support which is transparent and through 
which'said image~receiving layer may be viewed; a rup 
turable container releasably holding a processing com 
position adapted, upon distribution between predeter 
mined layers of said product to develop said silver hal 
ide emulsions and to effect the formation of a transfer 
image in dye in said image-receiving layer, said pro 
cessing composition also being adapted to provide a 
permanent laminate including said developed silver 
halide emulsions and said image-receiving layer; and 
means providing'a light~reflecting layer between said 
image-receiving layer and said silver halide emulsions 
effective to provide a white background for viewing 
said transfer image and for masking said developed sil 
ver halide emulsions; said polymeric supports being 
substantially impermeable to oxygen; said layers being 
bonded to each other between said polymeric supports 
to form a laminate which includes a predetermined pair 
of layers having a bond therebetween which is weaker 
than the bond between other layers whereby said pro 
cessing composition may be distributed therebetween 
by delaminating said predetermined pair of layers; at 
least one of said silver halide emulsions containing a 
weak uniform latent image formed by substantially uni 
form exposure of at least one of said silver halide emul 
sions to a predetermined intensity and wavelength 
range of light. 

24. Apparatus for assembling a diffusion transfer ?lm 
unit comprising, in combination: 

a. means for supplying a ?rst element including pho 
tosensitive silver halide layers; 

b. means for supplying a second element to be at 
, tached to said ?rst element in superposed or super 
posable relationship with said photosensitive silver 
halide layers; 

c. means for supplying a rupturable container for 
each ?lm unit, said rupturable container releasably 
holding a processing composition; 

d. means for advancing and securing said ?rst and 
said second elements in superposed or superpos 
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able relationship with said rupturable container po 
sitioned to discharge its contents between prede~ 
terrnined layers carried between the supports of 
said elements when superposed; and 

e. means for providing a uniform exposure to said 
photosensitive element at some stage of said assem 
bly operation. 

25. Apparatus as de?ned in claim 24 further includ 
ing means for temporarily laminating said ?rst and sec 
ond elements together with said photosensitive layers 
between the outer layers forming said laminate, said 
photosensitive layers being exposable through one of 
said outer layers. 

26. Apparatus as de?ned in claim 25 wherein said 
means for uniformly exposing said photosensitive ele 
ment is positioned after said laminating means. 

27. ‘Apparatus as de?ned in claim 24 wherein said 
means for uniformly exposing said photosensitive ele 
ment comprise a stroboscopic light source and means 
for positioning at least one light ?lter between said light 
source and said photosensitive element. 

28. The method as de?ned in claim 21 wherein said 
laminate has completed its ageing process prior to said 
uniform exposure. ' 

29. A multicolor photosensitive element for use in 
forming diffusion transfer images comprising a support 
carrying a blue-sensitive silver halide emulsion, a 
green-sensitive silver halide emulsion and a red 
sensitive silver halide emulsion, each of said silver hal 
ide emulsions having associated therewith, respec 
tively, a yellow image dye-providing material, a ma 
genta image dye-providing mateiral, and a cyan image 
dye-providing material, at least one of said silver halide 
emulsions containing a weak uniform latent image 
formed by uniform exposure of said photosensitive ele 
ment, after coating of said silver halide emulsions, to 
light of a predetermined wavelength range, said preex 
posure being of an intensity and wavelength range 
adapted to modify the D log E curves of the positive 
transfer images obtained from said silver halide emul 
sions following imagewise exposure to more closely 
correspond with predetermined D log E curves. 

>l< * >|< >l< * 
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