TOOL SLECTION FOR A DIFFICULT PROFILE
The following profile presents some difficult machining in the sense that application of the selected tool and also machining approach becomes important. As shown you need to rough out the billet ( area 1 ) so that additional roughs with a tool set at the proper angle are then used to turn areas 2 & 3.    
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A design should normally address the tools to be used. So you should not create a profile that presents problems to begin with. Anything is possible, but it may present unnecessary challenges to the software which the user will then labor to make  work.. Enough  said! 
 When in CAD it is very easy to get some tool angles which you will need as shown below. Then an appropriate tool angle can specified in the tool creation dialog of LazyTurn.
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LazyTurn provides a button such that you can locate the tool (  tool meaning insert etc. used as a broad term ). You can manually calculate the angle using LazyTurn’s  coordinate readout or  just change the  tool angle and visualy check for gouging.
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The first roughing cut will be done with a standard triangular tool insert.
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Result of first rough pass.
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Note that the first rough pass was done with a stock clearance of 0.010”. This gets the bulk of the material removed.
PROBLEM ?- NOTE THE FOLLOWING:

If you try a rough with say a 0.001” to 0.009” stock clearance you will gouge the piece.
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For the next roughing pass the tool angle is changed to 58 degrees along with the same rough parameters as the first rough pass.
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Result of 2ND roughing pass.
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PROBLEM

Note a different problem, but it may be related to the first problem noted.
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Result of the 3rd rough pass.
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At least three different tools / finish passes are required to do the profile. These are the results of three different finish passes. The same triangular tool rotated as needed, and used for the roughs is being used. They are done separately to show any issues.

1st finish – 30 degree triangular tool.
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2nd finish using 58 degree rotated tool.
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3d finish with no roatation.
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A point tool for kicks…..
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