
 

 
Restarting a stopped print tutorial using .Gcode 

 
If your print failed before it was completed, you might be able to save it!  

This tutorial will work if your printer jammed, ran out of filament, or stopped 
because of a power interruption. 

 
Prerequisites:  

● Make sure there is enough space on the build plate for the printer to return to the 
home position without getting caught on the existing print..  

● The model must be in its original position and ​not​ have moved or shifted. If the 
model has been moved (such as the build plate was bumped while the model 
was attached), refer to Step 18. 

 
Process: 
 

1. Remove the microSD card containing the .gcode file from the 3D printer.  
 

2. Boot Cura, or another 3D slicer, and insert the microSD into your computer.  
 

3. Create a copy of the failed .gcode on the computer and load the copied .gcode 
into your 3D slicer. This should generate a layer view with a slider to move 
through print layers. 

 
4. Move the slider as close as possible to the failed layer by comparing the Slicer 

image on your screen to your failed 3D print. Image Example: Looks like our print 
stopped around the 331st layer. 
 
 
 
 
 
 
 
 
 
 

 

 



 

 
5. Open the .gcode file with a text editor program (such as Notepad++ or TextEdit). 

Search for the approximated layer using the CTRL+F command. Example: We 
searched and found “Layer:331.” 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

6. Take note of the Z value of the target layer. The Z value is highlighted in the 
image above. 

 
7. Home the 3D printer on all axes. Once homed, disable motors/steppers.*  

* A5 and A31 Commands: ​Setup > Auto home ​and​ Setup > Disable motors 
 

8. Using a jog feature on your 3D printer, find the actual Z-height of the last printed 
layer. Start by moving the Z to the value found in Step 6.*  

*​ ​A5 and A31 Commands: ​Controls > Move Axis > Move 1 mm > Move Z 
 

9. Gauge the distance from the nozzle to the top of the last layer. The distance 
should be just enough to move the extruder above the model, typically 0.1mm. 
The distance can be narrowed by using the move command with the smallest 
increment (0.1 mm).*  

* A5 and A31 Commands: ​Controls > Move Axis > Move 0.1 mm > Move Z 

 



 

 
10.After finding the Z-height with the nozzle, record the value displayed on the 

screen. Ex: Z66.8mm.*  
* Should the screen time-out, the value can be found on the home screen coordinates or by 
repeating the commands to Move the Z-Axis. 

 
11.Using the text editor, find the exact Z-height inside the .gcode. Use the CTRL+F 

command and search for the Z height. Example: Our Z-height was 66.8, so we 
searched “Z66.8” and found layer 333! 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 



 

12. In order to pick up where the print stopped, we have to make space for the new 
layer. To do this, we’ll need to delete the layer we found and start on the next 
layer. In this case, we’ll delete all the .gcode from layer 332 all the way back to 
include the first layer of the print. Be sure to leave the starting .gcode that tells 
the printer to auto home and other important commands. For Cura, this is 
typically the first 17 lines of code. Example: Highlighted lines include the 
commands that should be left and first three lines of Layer 333. 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
 
 
 
 
 
 
 
 
 
 

 



 

 
13.Next, we need to make sure the nozzle or gantry don’t collide with the print as 

they move up to resume the print. We do this by modifying the .gcode file so the 
Z movement occurs before the X and Y movements.  
a. Find the “G0” command after the “LAYER” line. (See Line 20 in the example 

above.) 
b. Rearrange the one-line G0 command into two lines of code. The first line 

uses the G1 command and lists the Z movement value. The second line uses 
the G0 command and lists the X and Y movement values. Example: We cut 
Z66.8 and pasted it after the “G1” on line 20 and left the X and Y values after 
“G0” on line 21.* 

*Sometimes it’s also helpful to add a little to the Z value so the nozzle will start higher 
than the print. This reduces the chance of it accidentally hitting the model.  In this case 
we could add 5mm and change Z66.8 to Z71.8. 

 

 
 

14.Save the edited file, under a different name than the original, and put the new 
.gcode onto the microSD card.  

 
15. Insert the microSD card into the printer and print the renamed file.  

 



 

 
16.Observe the printer as it moves into place. If the printer is going to collide with 

the model, refer to step 18. 
 

17.Watch the printer as it prints the first few new layers! If the nozzle digs into the 
model, or it is too high above it, refer to steps 7-16. 

 
18. If your nozzle or gantry collided with your print while moving to the 

Z-height, or the build plate was moved, it will be hard to restart your print. 
Here’s where it gets weird! You’ll have to try and “eyeball” the correct placement 
of your model while it’s printing, so the layers will fuse together properly. If the 
nozzle/gantry can’t home, it won’t be able to restart.  

a. Insert your microSD card and print your renamed file.  
b. While it’s heating up, take off the clips and move your build plate (with the 

model attached), so that the nozzle/gantry is able to home, when it has 
finished heating.  

c. After it homes and while the nozzle is moving to the Z-height to start 
printing at the failed layer, reattach the build plate.  

d. When it starts printing, move the build plate around slightly until the nozzle 
is lined up with the last layer path on your model. It won’t look perfect, but 
it can still work. Good luck! 

 


