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Abstract 

 
This research was aimed to study the effect of enzymes, sugar types and 

distillator types on quiality of spirit produced from tangerine cv. sai-nampeung. 
Fermented must was prepared by mixing crushed tangerine pulp with refined sugar 
(adjusted to 22 oBrix), 200 ppm of potassium metabisulfite and 300 ppm of 
diammonium phosphate). Then, commercial dried active yeast (Lalvin V1116) was 
added and fermented for 5 days.  After filtration, fermented liquid obtained 56.66-
57.61 % (v/w) of must containing 10.8-11.4 % (v/v) alcohol. Adding 10-15 % of 
tangerine peel, either during fermentation or before distillation step provided similar 
flavor of tangerine which was not significantly different (p>0.05).  Scores from 
panelists showed “moderate like”.  Adding cellulase enzyme (Cellubrix®) in tangerine 
must, even at high concentration of 1500 ppm could not significant increase reducing 
sugars and total soluble solid. Meanwhile, adding pectinase enzyme (Pectinex®) at 
150 and 200 ppm could increase 20 % of tangerine juice extraction but not increase 
the fermented must.  In addition, it was found that the use of both enzymes 
incombination did not increase fermentation efficiency. Thus, it was not necessary to 
use both enzymes in tangerine must fermentation.  Addition of three types of sugar ; 
refined sugar, brown sugar and molasses, provided similar quality of fermented must 
which contained 10.1-10.9 % (v/v) alcohol.  After distillation and adjusting to 40 % 
(v/v) alcohol, it was found that addition of all types of sugar provided similar yield of 
spirit (6.02-6.30 % v/w). Sensory evaluation of all types of spirit resulted in 
“moderate like”. Application of fractional distillator provided the spirit quantity and 
distillation efficiency (94 mL/kg of tangerine and 53.01%, respectively) more than pot 
still distillator.  The production cost (raw material and energy excluded equipment 
and labour) of fractional distillator was lower than pot still distillation (77.02 and 
119.48 Bath/liter, respectively).    

 


