
 
 
EXECUTIVE Q&A: SYSTECON’S CENTRAL 
PLANTS CUT COSTS, LEAD TIMES & RISK  
 

Systecon's modular central plants are custom-designed, factory-assembled and 
performance-tested to provide the most efficient and advanced system to fit 
specific project needs. 

 

Executives Richard Gerbe, Co-Founder and CEO of HIGHMARK, and Chris 
Huston, National Sales Manager of Systecon, sat down to discuss how 
Systecon's factory-built and modular central plants cut costs, lead times and 
risk. 

1) Systecon’s central plants are built in the factory and are modular. Why 
is this an advantage? 

Let’s start with the factory aspect. There are many problems to building in the 
field and many advantages to building in the factory. These include: 

• When in the field, a tremendous amount of time is lost bringing tools, 
materials and equipment in and out of the space daily. In addition, the 
time spent waiting for elevators and traveling from the parking lot to 
getting up on the hoist adds up. As a result, construction time takes 
longer. Conversely, when in the factory, construction can be done more 
quickly because everything is centralized and easy to access. 



• When in the field, construction takes place in less-than-perfect 
conditions. Workers often have to work off ladders and utilize temporary 
lifts and hoists to move equipment and materials. Whereas in the factory, 
work is done with cranes in a controlled and safe environment. For 
example, in the factory, pipes are welded on the ground as opposed to 20 
feet up in the air in the field, thus making things simpler and safer. 

• When in the field, challenges arise around conditions, other tradesmen 
and construction debris, to name just a few. When manufacturing in the 
factory, you avoid all these issues since it takes place within a controlled 
environment. 

• When in the field, construction can only begin when the building is 
ready for the installation of the central plant, which can be a long time in 
the future. When in the factory, work can start as soon as the project is 
approved, thus streamlining the process. Once the central plant is 
completed, coordination happens with the building around installation. 

 

Systecon’s 115,000-square-foot facility houses highly trained and experienced 
engineering, production and administration teams, as well as all the tools and 
equipment needed to assemble and test multiple systems simultaneously. 



Now, let’s take a look at the modular aspect. Being modular means a system 
can be completed in the factory and then transported easily in modules. 
Because everything is planned ahead and customized, the modules are in the 
exact size necessary to fit into the final destination, including through tight 
doorways and inside elevators. Once at the job site, Systecon’s single-point 
connections make installation simple. 

 

Once the system has passed factory testing, it’s separated into modules, 
weatherized and shipped to the job site. At the job site, Systecon’s single-point 
connections make installation simple. 

2) How can Systecon’s factory-built, modular central plants cut costs, lead 
times and risk? 

As a result of the advantages listed above, Systecon’s factory-built, modular 
central plants cut costs, lead times and risk via the following ways: 

• Overall costs are cut significantly since the central plant is much easier 
to build in the factory due to the efficiencies achieved and the 
streamlined process. 



• Lead times are reduced because when a worker is engaged in a project 
for eight hours a day inside the factory, that individual avoids going up 
and down elevators and waiting for other personnel or parts. In the 
factory, everything is right there and ready to go. In addition, because 
work can start as soon as the project is approved – as opposed to waiting 
for the building to be ready for installation – project time is decreased. 

• Due to the modular aspect, transportation is easy and entrance into the 
building is quick. This ensures that the space is used as efficiently as 
possible, thus further cutting down on costs and lead times. 

• Risk is dramatically reduced since everything gets tested, commissioned 
and worked out prior to leaving the factory, as opposed to in the field 
where testing happens for the first time when the system needs to 
operate. Risk is further reduced since each project is built to exact 
specifications and customized to meet specific needs. 

 

Systecon modular central plants are custom-designed, factory-assembled and 
performance-tested to provide the most efficient and advanced system to fit 
specific project needs, resulting in decreased costs, lead times and risk. 

3) What are the other benefits of Systecon’s factory-built, modular central 
plants? 

Systecon’s factory environment also leads to higher-quality products. Building 
in the factory allows for complete control over all elements in the system, 



ensuring strict fabrication guidelines and rigorous safeguards are met. 
Enhanced quality control guarantees all engineering specifications and 
efficiency guidelines are followed and realized.  

In addition, the factory-built model leads to greater peace of mind. For 
example, since design (using Autodesk Inventor 3D design software) and 
manufacturing occur in a factory, all the trades are coordinated on paper before 
work even starts. Instead of multiple companies doing their own thing inside 
the building – which results in many moving parts and increased chances of 
things going wrong – there’s one single-source company taking the lead. 

A single source ensures that everything is customized around the constraints of 
the project. Also, the single-source company handles all work for mechanical, 
electrical, plumbing and controls, as well as coordination around when the 
central plant can be installed. This means that because there’s a single source, 
all of the responsibility for things functioning properly is on one company, 
which leads to peace of mind for the client. 

Finally, increased efficiency across the board reduces energy and water use, as 
well as minimizes carbon emissions, thus strengthening sustainability efforts 
and protecting the environment.  

 



Systecon central plants are designed using the latest version of Autodesk 
Inventor 3D design software and customized to meet specific project needs. 

4) What trends are you seeing in the HVAC industry around central 
plants? 

Cutting costs, lead times and risk have always been driving factors in the 
HVAC industry in general, and this is certainly the case with central plants. 
Due to the complexity of engineering and design in HVAC systems, we’re 
seeing more and more building owners, engineers and contractors seeking to 
control costs, decrease lead times and avoid risk. These trends are especially 
paramount in the New York City market where construction costs can 
skyrocket, installation windows are getting smaller and risk grows as the 
projects get larger and more complicated. 

Therefore, overall we’re seeing the HVAC industry move from a field-based, 
project concept – prone to delays, cost overruns and lack of control – to a 
factory-built, modular, turnkey, product model that maximizes efficiencies and 
is tailored to meet each unique project need. Essentially, you’re turning a 
central plant into a product. This means taking a large, stick-built system and 
moving it to a factory-built, efficient product. 

 

The HVAC industry is moving toward a factory-built, modular, turnkey, 
product model – an approach utilized by Systecon when manufacturing central 
plants, such as the one pictured here. 

5) What differentiates Systecon in the marketplace? 

Systecon has been analyzing hydronic applications and developing integrated 
systems to fit customers’ needs for five decades. The company began 
manufacturing modular pump packages in 1971 and built its first modular 
chiller plant in 1996. Systecon is now recognized as a world-class engineer and 
manufacturer of industry-leading central plants. 



Nothing is new to Systecon, and the company knows what works and what 
doesn’t in the HVAC industry. A typical manufacturer will build a complex 
mechanical plant once or twice a year, whereas Systecon is building four or 
five at any given time. This means that Systecon has tremendous experience, 
knowledge and expertise in designing, building, installing and operating 
remarkably efficient central plants. 

 

Systecon’s factory features an 110,000-square-foot production area, five 
manufacturing bays, 14 cranes, 120,000 lb. max rigging weight and ETL-
certified, third-party testing. 

6) Why are Systecon’s factory-built, modular central plants a great choice 
for the New York City market? 

In New York City’s construction industry, expert knowledge is critical due to 
the complexity of the projects. Therefore, in addition to Systecon’s unique, 
factory-built, modular model, it’s the company’s substantial experience and 
expertise that set it apart and make their central plants a great choice for the 
New York City market. Systecon knows what’s best for the job, and they can 
customize each project to be the perfect fit. 

7) Why is the Systecon-HIGHMARK partnership so effective? 

There’s a growing complexity in the products HIGHMARK represents in the 
New York City market. Partnering with an innovative and experienced 
manufacturer like Systecon ensures products are applied correctly, systems are 
efficient, costs are kept down, lead times are reduced and risk is minimized. 
The Systecon-HIGHMARK partnership in New York City and the metro area 
is a win-win for building owners, engineers and contractors alike. 



 

To learn more about Systecon's central plants, visit:  

 


